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(Study on asymmetric upsetting and asymmetric
extrusion in cold forging process)
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y #ih &SP TICE Y B LT

I, By M S FIHE 2 E A IC L CHIAT 2 IS K DMBHETE
ZEENZHOWTHHAE L=,

ARERTIL, 4EHEXE S 7V AZMEH L, T & T LTEORIZHE R 284
PEA AT R FHO B — RV THEZFHIL, JEMEEIL 1.0mms TH 5.

/ Lower die \
Z

Fig. 2-2 Diagram of locally-lateral upsetting.

2.2.2 BB B L OERSM

AR, A1070-0 #4% VY, FIHIEARS 20 mm THIHE & 40 mm (AN Tk, Hex
7pF Uiz, Fig. 2-3 1%, ARFEBRIZHWRB T OBMEMREZR3. ZoMEHE, &
R K U BEIR AL Yo=45 [MPa], B&IRIE D1, Y=115¢[MPa] (0.1 = ¢ = 0.7) T
Il C& 7=,

AN, 4R (75%) & B (5%)DIRAAIZ AW -, Z oAk T %7 —
a0 UEEESS 1T, VMR IV REHL, 1=006 Thoiz.

JEAESRI1X, 10%, 20%, 30%, 40%, 50% & L7-=. JEAHE=R 50%I281F 5 A e —7 3,
10mm TH 5.
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[EEN
N
o

O : result of the test
— approximate curve

SN
o

True stress [MPa]
(0]
o

O 1 1 1

0 0.5 1 15 2
True strain

Fig. 2-3 Plasticity curve of the billet.

2.2.3 ZRTHAME

YA W2 F & F T EOME L, SKD11 Tfffl 1% 60HRC TH % . Fig.
2-4 1%, NUFNEEIGR & T LEIGIR AT, Fig. 2-4(a) 1%, JeiAs T/ FaE <
»F, Fig. 2-4(b) 1%, s L e MEA R F Rt YN UF TR, N
FiEt=8mm & A\, /XU FIEOMIFIZIE, Rr=0.5 mm 1) 7-. HEE/ R F T,
SNRUOFMEE23 6,8, 12 mm D 3FIEE VW=, DL &, TRENITHIGT D ey
FERIX3,4,6mm THDH. T bDFEE, HE AN FOEE (BIT) FHZBIT5
FE&w Z50mm &L, y @il iricky F Lz U FERE, FIATFICEI-T
Zv 7L, REMZIX02umRz TH 5.

Fig. 2-4(c) 1%, FLEOBEETRT. Ziut, LEAFEHT x Ko ki
HEZ dp=1mm THRPEEr=100mm OEZIM T L. ZOEOIEZITIEE L
v NOYIHPERLFE L TH S.

i i L35 m
q/%{ i z \ %_’ ! " y
: T—» X ’ ” z <—T

(@) (b) (©)
Fig. 2-4 Shape of punch and shape of lower die.
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2.3 ERETRIA L FEER

2.3.1 TVvH—Hy bOEH

AREBRIC BT D HEIRAAL TIX, BLy NOFREERA~/ S F & TR EAME
HEEMESINTATEOE Ly BT X —Ty heipb.

ZITT U —J1y MEX, WRRESNT N TFE2HNTE Ly N &R/
FERET D22 LI oTHEL, ZOLERUVFIZLSoTERLIEE Ly FOMANH
DEED g ONE X 0 MAJEIT < OIERNILN S TR E 70D 2 L 2 BRT 5.

Fig. 2-51%, 7> — v FEEHTH-00EMEZ AL, Eq. 1 1ZEHE
IRT. IXUTFUT K o TR ERNE S VT2 RS, N TFIR G AN IAN > 728 U &
INCTFMRtDELE 2 THRUIELZ, 7o =Dy F&Us & T 5.

N

Fig. 2-5 Measurement positions of typical dimension after the test for undercut.

U-—
Ug = Zt) M

2.3.2 EBER

Fig. 2-6 1%, [EMgRET v A —h v FEOBRZ RS, FHEAAVFEHNS L, E
fe L7-e by NOMIEIZHUNR T v 2 —J > hRBINT. & 5IZ, EMEEROHEM &
T =0y U bIINT 2. IRICHEE AN FE2 WD &, N FiEt=6,8mm
(R=3,4mm) OHA, TNENONRCFIRBEFUA hu—2ICETHETT v ¥ —
By ML, BELZW. DEDRXCTFIEt=6mm TliE, EMEE 30%FE THEATT,
NUFIEt=8mm TiE, EMEER 40%FE TIEFEA LW, LrL, U TFIEEZBEZ 5
AN —=JIETDHET =Ty EPED. ZZT/RUTIEt=12mm (R=6
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mm) O/ FEHND &, RERICE T HRKIEMEHE 50% (X he—2 10mm) (2
ELTHLT U H =y MR BRhoTo. ZOX DI FiER L O EEA K
WA, N TFOMAM X D8NS, ERlcE Ly FAEEBL, MEHTIED
BB T 22 L TEACBHTLIERBETL®H D, oAk o7 4
=y ME, BLREOKMBIZEWWTHHOE S IALDRENERLGAVH L. £
DEIBRIEDREE LI RWEAIZE, T =Dy NOBEEZRTHRETHD.

©
~

Flat nose

o
w
T

o
-
L]

Undercut distance [mm]
o
N

0 & 4 -
0% 10% 20%  30%  40%  50%
Compression ratio

Fig. 2-6 Relationship between compression ratio and undercut distance

ZOT UHE =Ty NMEBIZOWTHERRE) 2 283 2 7212, BdfEfEdT (FEM) 12
o THERINEOEER Y NSz iiaT 5. FEM AT I8V CERMERE L 1.0
mm/s, EHEEITHK 10000 i, T EHEMEIOR O 27— VEEREIE, 405 & Béno
REREZEST-) > T EMRBR O R 22512 1=0.06 & L7z,

Fig. 2-7 1%, WEE XU FZHWZy=0 Lo xz Wiz B 2 E Y hLEoRT,
Fig. 2-7(a) 1%, N TFMHALMW TH HJEHMEE 10% %2 ~T. ZDLEXUFHET &
VT < OMEHREI NS IEF ICTE R TH Y, S FE F Tz FEISER S e EHE,
PNUFREICI > THEIT~FRE L TW D ORI TH 5. FEE S F 2 Vi E
MElZ X DAL, EFFIAITI. SN FE FOMENERICB N T, O T
LRI T ETH—ICEBELTWS. LiL, RS TOARWAEDIRD F /A
JE0 £ TERIT L AT, Fig. 2-7(b) 1%, & SIZJEME LEMER 40%% 1§, 2
DL XL, XU TE FOEMTE HIcHES, BT < OMEHEENIXED L, Sk
D F DI TOMEHRE NGRS > TS, ZORERE, FLEEZF.OE LR
MEINETAELTWD., 2D, By O EAIDEA, FUBNRORLZ & &7
5. DFEVMAO EFIZFAL Hivd & ICMAD TN NS Z & TT X —
vy NEBIETAEEZOND.
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[mm / sec]

6.0 . )

5.6 (N 07777

4.9 ] : : ; f‘., , P <2ER s

34 ; 22E O\ ey

2.6 ; 2 ),

1.9 i yi P .

1.1 i i

0.4 Fibaksostis t»x e Z

0.0 e e r— «%
(a) Compression ratio 10% (b) Compression ratio 40%

Fig. 2-7 Distribution velocity vector when using flat nose punch with punch thickness of 8

mm

Fig. 2-8 1%, MHEA XV F AWy =0 Lo xz Wi 2EY L& IRT.
Fig. 2-8(a) 1%, JEMEE 10%% 9. MHEE T2 HWiz & & OMEHRENE, “FEE R
YFEOG X FHASOFENINZL S, INOGEBCTEMEERTEDNIRN D Z LR TH D.
JEAER 10%12 2T 5 & BHTEBEDOEGD X FIANIEIX S NED TWD. 2D L D72 x F
SO EERIL, VIR TEHWZ EE2E, Aohirotz. Ziux, MEA
T OEMEITIBNT— AN A WEITH CHIHER R RS E WS — OB TH
%. Fig. 2-8(b) 1%, JEMEF 40%DHE MM Z RS . 2D & & OIEPEEIIA BN D
BHUTHER LTS, ZOZ ENOHE AN FITRBW TimER & [ CJEMEOE
WA —27FTIE, To¥—0y NREAELRD»oTc. THLL EOJEMERITE W
THT U H =Ty FOFEZITIFEF RSN TH L.

[mm / sec]

6.0 E El
5.6 R A TR [— n "-ﬁ‘“
e ]
| v \ § N EEES \ AN Nneow

4.9

corkrNwh
orrRrOONE

(a) Compression ratio 10% (b) Compression ratio 40%
Fig. 2-8 Distribution velocity vector when using cylindrical nose punch with punch

thickness of 8 mm
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2.3.3 JEMEAIBICBIT S E Ly NOERES)

Z 2 THEHEBIA I BWTIEMIINIC R T 5 B Ly hEEROZEZZEEIZ SO
THELZ. 2L, BTEOT ¥ —Fy MTHBERLTWD. EEANZITAE
HENOREFZ . N FiEt=8mm OFFHE S F L t=8, 12 mm OHEE/ S F
AW, EEOHoOEREEE RD7-012, Ly b EIOAKTEERE AA'L TR
DKFPERE BB DAEAERDTZ. ZD & & DR REMFRIZ 2006 TH 5.

Fig. 2-9 1%, #MIHlZ U FE2HIAATL EEDOE Ly MEXMZ T, 20L& AA
DFFHN BB LWELRD. EHICHEL T F2MiAte s, AA' & BB OESX
IFHELL 2D, Z0%, Fig. 2-10 I3 T X912, AA' DR EITH~N BB 0N E
2%,

Fig. 2-11 1%, FEMER 20%E TOE L v M AA'L BBOR I DZEZ/RT. HioMiE
AT BTN FREZIRIZBE o & FIEMAIEINCIE, KR AADFREL 72
L. FLTRUCTFEEMLUIZE Ly SOWANIEY BN BN E L. Flxid v
Fhg t=8mm OMEE/ N F & HWic & &, [EREBED 6 EMEEE 12.5% % T, AA" O
3 BB KV RS D, 61T, JEMT D L, EMiE 14% T AA & BB'OR I,
HLL D, EOIEMTHEBBOINEL D, 20K D RERZEEIX FEM T
HIEND B, NUFOMBEEIZEILT, o ho—7 2552 AAT (D
2k AMMER, BB (M) ORI, 2k, =2 73— 7 E 2 12
BT A& R# L L T b,

RIEREORE RIS TFE2EMET D &, ROEMRERIZBNT, Z0X57kk
MO ENDS FRIOHME~OEREE T D, & LRV T % iR R IR
RKOMIEA N F EE 2L, FUHERICFBETHESZD.
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A’

B

B,

Fig. 2-9 Schematic illustration of material behavior at small compression ratio (AA’ > BB’)

B

B’

Fig. 2-10 Schematic illustration of material behavior at large compression ratio (AA’ < BB’)

o
[N

= I l

Eoql Cylindrical nose R4 AA™S BB’
m

20 > AA'=BB’
= 0yo 5% % 15 20%

c-01 F

-

g02 T - AA’< BB’
£. s Flat nose

=,-0.3 N

S Cylindrical nose R6

—-04 J

Compression ratio

Fig. 2-11 Diagram of the length AA’ to BB’ at small compression ratio
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2.4 F 1y MAEIC K DIERPREY ERBIE

2.4.1 ZEBRFE
BOTRETRIA A EBRIZI N T, N Ty MAESE Y B Ly Mtk XU F BT

ﬁﬂ@ﬁa EEdEz, M%%#Exﬁ/ﬁ CRIET D 2 L AT, EBRFIEE Fig. 2-12 ([OR
. ABE T LEOEIZH-> Ty ML, FEEZ /S FI2L > TR L
o, ZOLENCFOIE (BATE) RNk, yi#ie HTickEy hLe. 2o F
X, ZH)E VD ICEECE, ROV TRy MEE O THEE L. £OXRXCFEy b
AR 01, 0°15°30°,45°Th 5. RPTENHTRIAA T HAREFRTIX, B Ly Mk
WNUFHRITEHEOME 0 B2 D2 LI K> THEHREI~ZIE TR EIC OV Tl
HLT-.

AREBRTIE, 4 HWMEXE S 7V AEEHL, N F & T LEOMICRRA &8s
PIAATZ. X TFB O R — RV TR EZFH L, FEMEEIL 1.0mm/s TH 5.

Punch-setting angle Compression direction
=0, 15, 30, 45°

Punch

A
Billet

Groove on
lower die

50 mm
1
1

Lower die

Fig. 2-12 Outline of the locally-lateral upsetting

2.4.2 RBRAFBIOERSM

ABR A, ATE L E U AL1070-0 #4 % AV 7z, WIHIEASE 20 mm THIHIE £ 40 mm
WL, Bex/eE Lc. ZoMEHE, MR & 0 BEIRA Yo = 45 [MPa), F&IRIG
S, Y=115¢"%6[MPa] (0.1 = ¢ = 0.7) TP TX 7=,

HWEANZIE, 405 (75%) & BEN(25%) DIR G Al Z Wiz, ZOEEAICK T 57 —
o CEEERE w L, U EMGRBRE Y n=0.06 TH oz,

JERERIT, 10%, 20%, 30%, 40%, 50% & L7=. JEAHR 50%I2B1F 5 A hu—7 i
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10mm TH 5.

2.4.3 ZFRTHAME

FEPRIAZNZ W8T & F T REOME Y, SKD11 T &% 60HRC TH 5. Fig.
2-13 1%, NrF IR E T LR A R, NUFIE, imAHEE T/ TR t
236,8, 12mm Az, Zo&E, ZRENUCKIST DEmEERIE, 3, 4,6 mm
Thb. NFOIEE (BAT) FrcBiFs2ESw X, 50mm &L, y #ih& FATIC
vy b, RUFREIE, FIVXFIEI-TT7v 7L, L SIE, 02umRz T
H5b.

TR, EE2SFEHETx JFmodDf EICEE dp=1mm TR EZ r %10 mm
DIEZML LT, ZOWHEOMEFERIL, WEOPIHIERLEFE L TH S

. i % )
t; ;
:
—em \L\_ ...... tw)----F

7 y |

T_> T_» : & y

X X S— 225, I

z
(@) Shape of punch nose (b) Shape of lower die

Fig. 2-13 diagram of tool
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2.5 7+ ROEH

Fig. 2-14 1%, FEBREZ Ly FOIEIHMEZFIT 220> 7 MR Sg OEHREZ T .
ARERIZBWT AR F 2y ME 0 2 LEOAEIZEE L THBEO PRI 2 A A
728 &, PRI M Lz N FIoxt U CHBEDO LM & AN ZNZER -y sl &
+y M~ 7 b5 V7 FR SR, EREBEOE L MEAMREHOFLED y
JTEBEBEOT (i +yr) ZE Ly FOPIIER Do THRLZE. 2037 MR, A (2)
W TRD .

Initial biIIet\
1

The punch-setting angle 8
}' After locally-lateral upsetting

Center of the rod end after upsetting

Yar

F - Initial x-axis

Center of the rod end after upsetting Initial y-axis

Fig. 2-14 Deciding shift ratio of the preform after locally-lateral upsetting

Vi+yr)
¢, = =" 2
R Dy (2)
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2.6 FROBRIEIALREBRAER

261/%6Ftybﬁ§®%%

BRIAZICBIT D2 E Ly Nl NUOTFHRAITE FMOMBE 0 #EZ D52 LI128o
TMHM@A@Z%%@&ODT%ELKMNV?ij%:Mﬁ AOMEATE S 1,
8mm THD. NUFEMALME 0 1%, B Ly Ml S FTEHE (B1T) s,
EMARREEZ 0=0° & Lz, NoFty MEOIE, 0°15°30°45° ThHD. HIEAH
%, FR & BEOIEAHIZH W, FEREFRIE, 10%, 20%, 30%, 40%, 50% & L 7-.

Fig. 2-15 %, REMR Ty MAE 0 28 0° & 45° O & X 50%/E4E L7-
B ERT. Ty M0 T, ABEOLEE AflE, Fih kbbb
Mo, Y7 RLTWRWY., ZL T Ty MESY 45° (2T 5 &, O ALME

%, -y Fr~>7 b L, AAMEIE, +y SR~ 7 b L7-.

(@) Punch-setting angle is 0° (b) Punch-setting angle is 45°

Fig. 2-16 Typical samples formed at the compression ratio of 50% using punch with nose

radius of 4 mm

INHORCTFRYy MAEICEL DA hr—2r &7 NROBR%E Fig. 2-16 (2777
NRoTFty MEN0 OL XX, A ha—7RNEMLTHREOLEAEL, v 7
L7z L, N Ty MEN OG>0 IZRDEA I —27 OHEINICZL > T
T NELEMT D, FIZII Ty MAKE 0N 45O EXITIE, A Rr—7 DO
mefticy 7 MRELEM L. & L T50%EMEICET S &7 MR, 03 2R LT,
INLDOZ END, N TFvy VAE 0 EEMSESZ 1L, V7 MERAEINSE
HZEWRENH D Z ol
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w

o
()

o
-

Shift ratio : Sg,

0.0 .

0% 20% 40% 60%
Compression ratio

Fig. 2-16 Relationship between stroke and shift ratio of rod billets compressed by different

punch-setting angles 6

ZIZT, NrFty ME 0 OB L - TB XIETHENE A~ RIS T
FEM (simufact v12) & F N CEUEMRAT U 7=, BUEAET CiE, JEMEEE % 1.0 [mm/s], 2
FE A 10000 fH, T HEMEIOBO 7 —v VEBEERERIT Y v 7 RO R4
£Z|\Zu=0.06 & L7, Fig. 2-17 1%, 50%/EfE L7 &Dy=0 LD xz Wrmizs1T
L XSO HERT. NUoFry M 0° TIE, SUFE FIZEWSIRIE A
RSN ZHUE, NUFREIRAHEETH S 720, RFTRREMIZEZ D N F
B FOMEHNE, ZEAOMEGIm~RET 5. UL, XU FEOFETHD. TD
72O A Fa—27 OEINIEN R FE FIZBWT ox 251EAZ R~TZ b, &
D XD 725IEIE, B TERICKAHIETHEEINZR EOfBBRMAET I L5, L
L, "oFty NMEE 45° (275 &, NUFETOSIRE, B L. i,
R Tty ML OMEIORE TR, S FiEFRT bbb Ty N
O L EAFRANEFRE LD, ZOWMBMAKSE, ox & oy DESITHDH. T T
NoFYy MABEEZEZTHZOERDTOREIIE, ZDLRWV. EDb/ N\ F
EHFO5RIE, NrFty MEDOEINZHED oy BEML o B LT EEZS
b, ZhbOEEST X Fig. 2-18 (2R
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‘ ‘.“ 7

(@) Punch-setting angle 9 is 0° (b) Punch-setting angle 4 is 45°

Fig. 2-17 Distribution of oy in cross sectional plane of xz on y = 0 when billet is formed at

compression ratio of 50% using cylindrical nose punch

(@) punch-setting angle 6 = 0° (b) Punch-setting angle 6 = 45°
Fig. 2-18 Typical diagrams schematically showing main direction of material flow for each

punch-setting angle

7 UEMRICB W TN Ty MAE 0 12 K DMENEROM Y O3 A5 Fi % Fig.
2-19 27777, Fig. 2-19(a) 1&, t=8mm OMHEA N FEHWT N F 2y ME 0=0°
Ts=6mm%Z-~L, Fig.2-19(b) 1%, /S0 F kv ME 0=45%27~79. Z 2T, A
RO REIHAZC B WD THY O 2 0.1 LL B2 BN SR 2 Bl L 7= &, S o
BlETD. XrFty MEQ IZBWTs=6mm CTEMEIXEEL T,
UL, NoFty MEN 45° (225 &, [ UJEMERIZBWO CTHo BRI E
WLTWD., iUk, RCACFIROMBEANFE2nesx, XoFty FAE O
DI L > TRl LD FIEBRE LD, DD, K0 IRGEEFHIZ B Mk
DIERLTZZ L2 RLTWS, 20X/ Fy MAE 0 OBINE, BN
FHICEBET 52 LT, KOVREARERERLEEZEZONS.
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S=6mm

N~
L.,

(@) Punch-setting angle 9 is 0° (b) Punch-setting angle @ is 45°

Fig. 2-19 Distribution of internal effective strain in cross sectional x-z plane ony = 0 when

compression ratio is 50% and cylindrical nose punch is used.

2.6.2 BHREEIZ L DR

T, Ty MAE O & 450 LR D EREEROMEE N T &2 N T
S HRIEA L EBR AT, H LS FOEXt 1L, 6,8, 12 mm ZHW, Fi
ZHOMZFPEERIL 3, 4,6 mm Th L. EIHANCIL, 405 & BErDIREGAIZ Ve,
JEAERIE, 20%, 30%, 40%, 50% & L 7-.

Fig. 2-20 1%, /S F & v NAE 0=45°L L7-Kio 50%/EHE L 7-38R 7 &7~ 9". Fig.
2-20(a) 1%, t=6mm OMHEE/ N> F &\, Fig. 2-20(b) 1L, t=12mm O/ N F
ERWTIEM LR 2n 3. SUF R ERO/NIVWR3 NS &, D
g e AEO T 7 M RISV, Z LT FREREREARE WV R6 TIE, Zfilk
FOHEO 7 FEPKREL Lot

10 mm

(@) Punch-nose radius of 3 mm (b) Punch-nose radius of 6 mm
Fig. 2-20 Samples after locally-lateral upsetting with punch-setting angle of 45° at
compression ratio of 50%
Fig. 2-21 1%, U F kY MK 0=45°1281F 5 87 53 Fhemll =882 v
THEORETRIAZ LTz & X DJEMER & v 7 NROBREZRT. S F il SR
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/INEVNVR3 T, 50%EME L TH 7 ML, 0.5 FETHDH. LiL, STk
IR EEDORKE/RR6 TIE, FORA M —7BIZBWTYH, oS F L) o7 bR
MREW. Z LT 50%EMICETSE, 7 FRIL, 036 oz, ZAbORER
NG, NOFRmFEERE NS ED 2 1%, 7 MREEINSED Z &R
MbHESZD.

0.4

o
w
T

Shift ratio : Sz,
o
N

00 & ' ' '
0% 20% 40% 60%
Compression ratio
Fig. 2-21 Relationship between compression ratio and shift ratios for different punch-nose
radii R, punch-nose radii R = 3 mm (green), R =4 mm (blue), and R = 6 mm (red),

when punch-setting angle is 45°

TIT, HIRERAERELTHILEN VT MREBINSED Z L1250V T FEM fif
BT 2 - T EHNER OIS D A O %2 LTz, Fig. 2-22 1%, /X F& ~ NAEED 45°
DEED XIS ERT.  Fig. 2-22(a) 1%, el RIZH W& E D%
~L, Fig. 2-22(b) 1%, BN R O/ FHW L XD HERT. 260
JSNDAGING, N F FEICET D51 (o) X, MEIORRIRIG ) L0 /hSv.
Flo, NUTFWEBRRELRDITE, ISP BILRLTND Z &0 n, RO
KEBRNRUFIEE, KO T R LT RoTWND I ENGND.
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[MPa]

(a) Punch nose radius of 3 mm (b) Punch nose radius of 6 mm

Fig. 2-22 Distribution of oy in the cross sectional plane of xz on y = 0 when billet is formed
at compression ratio of 50% (stroke of 10 mm) using cylindrical nose punch with

radius of (a) 3 mm and (b) 6 mm, and punch-setting angle of 45°

2.6.3 ME~DEE

R REIRAIC BN T, 2R FiEt=8 mm OMTE S FE2HNT, BT
v MEIC X D EM —HERXZ Fig. 2-23 IRT. S F By MAEN 0° M
HIRWTEZRL, N Fy hAEDO EFICX o CHREGEM L. £/, v
F v MME 0=15°30° OFREIZFRICTH-o7. L, SrFry MAED EH
2 &> THIAD R E B AT NI 5. LivL, Z ORLE O M mfd o #n&E1x
WESDOREBIIDieholo b E 2 5.

PRI TF 2 HNT, N Fty MAED 6=45° ([ZB1T 5068 O 88003
Binpn &R Mo — 7 EMRKE Fig. 2-24 (12T, /XU F RO R A/ X0

, TROBANUCFIEN/INSVWRID L &I, HHBIEWELER L., S F R

EHM#: MREL DL, WELIMLE.

40

Load [kN]
N w
o o

[uny
o
T

0 1 1 1 1 1
0% 20% 40% 60%
Compression ratio

Fig. 2-23 Relationship between compression ratio and loads for different punch-setting

angles with punch thickness of 8 mm
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N
o

Load [kN]
N w
o o

[HEN
o

O 1 1 1 1 1
0% 20% 40% 60%
Compression ratio

Fig. 2-24 Relationship between compression ratio and loads for different punch nose radius

with punch-setting angle of 45°
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2.7 #E

FABRDORHE 2 AN T, £ OHRIEZ 572 5 ek L O =D~ v
FTHEML, TONBOEERE S FLFTIENTELREZAST. LITICE
KOl RL, MR ELDD.

1) FEEANRCFEHWD &, T2 =0y RER I, MAO EEROENEL < O
WL b/ha< otz Tk, ZRZE L THEIOEZHEID S FITIE WS
TR OND Z EICERNT D, —F, MBEARCFEHWDET X —T1 v b
SN, 2O L ZIEIMEIOIRWERICEBWT, ETFICER S EAICHEN
ETT.

2) TED/NR THIARLA Fr—27 T, by b BlOMEZEE G E L > b D
MELEENERCEE U, 2L, SUFEEEENRRKELIRDITE, NS
fe—7 ClRE5Z ENERE FEM CTHERR T 7=,

3) WEA N TF 2 VDRI, MEIOLTENERMTICR b, FEHZ, 4 Lo
AATEL Yy MEERNPKDZ EbERSTT =Ty MR EEZ b,
MEE N F 2 WD RIS, REGRANLSEAMEL, FRFICE LYy b2
MDD DGEND IO, T2 =Ty MIfHlSnD &EE 2 bk,

4) NoFEy ME O =0 THEMT DL, NUTEHTFICEWEIRIGNBREET L.
LorL, NreFty MELZ 0> 00T 5L, NUFETOSRIGIE, BT
Lo Ik, RNoTFby MAEOEGZDHZETx ISl y InhicatEns =
WL 2T o DEIRICINBDT HHFICL D LHFZZ BT

5) N Fy MAE OB S L, oS Aoy 7 NRBEINT 5.
ZIXRA DHEE/NNF TN Ty MEON 0°CTlE, 7 Lo 72. L»
LR Tt MM 45°270 5 & 50%/EME T 7 PR SRiE, 0.3 I1TELT-.

6) X F oy MAEON 45°D L &, NUFEIERERZ R NS5 E, 7 b
RLEENT 5. Flz1E R6 OMEE/ X F T 50%EHET 5 &, 7 MR Sgix, 0.36
WZEELT-.
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B 3E  FEEIIFIEIA S

3.1 ¥5

B cix, 2R, JEM, @RI D bR DG TR 2R CEMERL P
WAEIET 2 HEN LW, 260 TERO P TP TRICHON G, %< O
I TR TITOILTWAS DN, AL THD. AL ERES AT H L, Bk
AL PR CRERARIE D) 12T FENTE D, B & I3V B/ NRO &R T
MEZHE 0 FRETIITbN2BEN L TH 5. KbV DX, T TESLR B
TOEROHERN-ZHRBETHD. T O DEESCH RO FEN /NS AR
HECHRIET 280, BRI VAN THD. ZoHMBESET, YK LS WMZEROM
B 8L SRIZIE ST 5 720K < 35 B THEIRITFR ORI IZZ < VB, FERH
S DIGITIEAR M E Th D, LUK LEASYEAM TIdekd bz IRz
L o TERFRE \TEHERTRZ O E TR VAR, S SICAlE 2 Sl2i3eR<emnk
TEREZ ORBERGM TMHRENZM 5T 22N TE LD, @WK
HHEZA L TR, FEHIFR CHEMEMM D RIERRETH D, L LD, B
T OB BN OB KIENE D720, BWRENROLND., TOH T
ARSI TR 72 SICH 0 e AR S I UE, S M 2 R 5 2 &
FREETH 5. S ABEOETFEMEICOWTIE, %< Offg5E 2975 n3frbh T
e, ENH DT, EMERBRIC X 2 BEHMERER T EORES, MILIRFAICE
FAEINRETHD. ZNDOMRIE, JEMEOMEBINEFICER ST L E
AIEIC L TWD., 207, HMRIENEIC X D2 IERHIRA~ORIE TIET A4 77X
AIBEPEIC DWW TR < & STV 720,

ARETHE, HILWIRARTIEZIRET 57201, ABEOHENT B OPHARIZI T D
FFLEOREM S ETEORPRBRA I KT T RE L ZRAICHmE L.,
pm=— R & LT, #IxIE, Fig 3-LIZIERMIZIRE LIz R RNz onsd. o
AVZHBHEOREY T, Fv o N\—AZBET 5200 mTH D, FEO HLE)
WKL T 7 VO LAETN L TWAH T, FERFRICTEMT S Z ENRD 5
NTW5. ERkTIE, ZoXHrETFNLERIRGE, 77 vz RE R %
W R ATRIZBWTAERE S 2T BN THEL Z D EpTchHsd. ZO TR
BFAMESRIIE N EIIE AR, 2T, LECHEHORBZEOCSPICTE
2120 AR A TR K D FERRTIR A~ DRI N R E N TV 5.

ZOETIE, 32 & 33 HITHWTHIm MM (RERLE) DR L dE 2 fli
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T5H. ZOLIEE, BRBRIZESHTITONTE o), FRICHERISR & L TRED
I INATIEIN WML TH D, [l 2 e a LR C X 9 2Rl PR
fnZ, PRAIE L CHRBRTLT7A4 77 L LT, MoRERS & ERIORIR M ENE
B2 R E DO FENCHIF T D AlREME R 3.4 & 35 EICBWTHLMMNCT . TOREE,
A E e LT, Wl ImAL CIHEI L2 EE TE 5 L 27T, O
\ZHERERD @ < 72 D & lHE OFAT AR R IRIAS L ITE - T, MBI Lo < 72
HRWOBA LN, ZHUEEM EEE X202 THH 1D, 3.6 fHilk\ T
SEFRIAZ 31T D IEMEREIC DWW TIRETT 5. 3.7 HiTld, 35 Hio< SR LEA
LR LA THIAENTMEOEISHAFHA LT, ZivE T RIZ—H I
ERZICHE S, S OISR @O RIERES NS 2 AR T. BT
D7 TR CZ OFRE &2 FEiFEIc CEtE LT 295 &, £OREITITHE]
WZX D ENED. O TEZHWTHAT EWFEIO#; B J7 m~FEHGE) L 5 2
X, RMICEBERG TTIIm LN TWS. LL, b & EBRIICR LIZF%E
%, My,

Fig. 3-1 FEXRSFRZIRH b
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3.2 R A R SRR

ZORITH, BERD BT T B A E R 550 RS I PRt & 8
T HZEEHBT D, RROICER SN TSR, FELWVEENRNEZD, 20
FEORERHEEZ T2 2 LT, MEOLRWTIEEERT 5 ETEEICT 5.

3.2.1 ZEBRFE

il 7 1) DPRIA B FEERIZ W2 4 HEMERFH 5 7' L 2 & Fig. 3-2 1R T, FEERTIE,
ETFTEOMICRBRA ZEE, JHAAE. ETEEEO B — KB Cef i & FH
L, JEMEEEIL 1.0mm/s THS.

REEIZBIT DET A OIARTIE, ELy hEIEIFICHKET D720, v FAD
MR 22 FE U722 A A0S K0 #R U 7l ) SRR 24T - 7. Z O EBR 75 % Fig.
3-3 [ TRT.

Hydraulic sylinder

Load cell

Upper die

Lower die

Fig. 3-2 Diagram of hydraulic press
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Constraint die i Punch
.‘/(t =10.00 mm)

10.03 mm

Billet

T—»v N Lower die

Fig. 3-3 Diagram of compression test of side constraint

)
t

322 RBA B X OERSEM

FRBR X, SS400 DBEE 7o E LM A, MAFEE Mo 2 FEEZ V-, AR,
WM 96U A Y —hy hTEHHL, =210 mm OEFET, && 15 mm & Li-.
Fig. 3-4 1%, Mo 08I LA & 27 2O X5 I8 L=AREE, EfEREy
1TV, MEIOR M A2FER LT-. Table 3-1 1%, FEfgatBr X v HH L7z Hill © %k
ARG (1948) D B AR S A2 779 %), Z AL, BB F:G:H:L:M:N
= 1:1:1:3:3:3 LAUL, AEIOFERICE T DEMT~ORET/ NS NEFZ
5. ZOAFEE, BEIRA Yo = 340 [MPa] (0 < & < 0.024) , BRI F11E Y = 770¢ ©%2 [MPa]
(0.024 = o) TR TE7=. Fig.3-5 1, AFEE L v hOWIEHRE R,

WICHEE Ly M, WHAIES Do=10 mm THIHE S Ho=15mm Th 5. ZD
RERf OYArEHRR A Fig. 3-6 (2T, ZOMFEE L v hORRA Yo=310 MPa (0<e
< 0.033 ) CRARIN AT, Y = 704224 [MPa] (0.033 = &) Tl T& 7=, KERIZBIT S
JERE T IE, A, PAEERICE S 15 mm e Lz,

HEANL, N5 & Ben (FIE 75%, Béh 25%) DIRGAIL VG2 (BEMim) Z A
7. SHICTERELARORBRAFFTZ T AT X Y BAE L7 M X5 ER D
1T-o7-.

JEAE=RIE, 30%, 40%, 50%, 60%, 70% & L 7=.
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Plane z

Plane x

Fig. 3-4 Rectangular billet cut plate of SS400

Table 3-1 Plastic anisotropy coefficient

F G H L M N
1.003( 1.015] 0.985| 3.614| 3.548| 2.946

1500
1200 |
= I
> 900
A i O :result of the test
£ 600 :approximate curve
S 300 Y = 7706922 MPa
- (0.024 < ¢)

0.0 0.2 0.4 0.6 0.8 1.0
True strain ¢

Fig. 3-5 Stress-strain curve of rectangular billet
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800

. va"a’

(o))
o
(@)

O :result of the test
------- :approximate curve

True stress Y [MPa]
N
o
o

b.A
200 ©) Y = 704924 MPa
D) (0.033 < ¢)
0 \S \ ! \ ! \ ! \
0 0.2 0.4 0.6 0.8 1

True strain ¢

Fig. 3-6 Stress-strain curve of cylindrical billet

3.2.3 ERTAME

TEOMEIL, SKD11 THEAIUBER LAEEZ1T\, i X% 60HRC & L7=. Fig.3-7
X, NUFIRE RS, TR 10.0 mm T, SCias B NTFTh S, eiml,
IAFICLVEmMME02um Rz & L7, Fig. 3-8 1%, iz AWz EAX A
A ad . JEAS A AL, SMAID - — A % SKD61 (HRC46) % FVy, JEAfH DL 0.3%
T=7 (SKD11) Z/EAL7-. fEIEL, RrF L0 O TNITIAV 10.03 mm & L
7o, ZOWEEONEIL, VA v—y MNTEZIZ, ITFICEYREMES 0.2 um Rz
W7 v LT

10.0|/mm

Ly
t 0.2 um Rz

Fig. 3-7 Shape of punch for constraint compression
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o Reinforced ring : SKD61

~ Constraint die : SKD11

— 0.2 um Rz

Fig. 3-8 Shape of lower die for constraint compression
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3.3 iEmAREMIC X 5 EBRER
3.3.1 ARMOEM X 2EREI~DEE

y N (i) FERIERE TIE, Sy FRBIOT LA AR & #Efih3 2 i
X, B & BERNDIRAEHZ oA Uiz, R cid a2 Ay, E8aEic k
T, Imm IR TR RIZT AWz, FIoicAiM 2w CHR#EgE L. 20
& ERBR T FHE K RIS (10mm) 28455512725 X oA vz, ETHEIC
X, A & BN DIRAH A AT LEM L=, Fig. 3-9 1%, 60%/EHitk il h 2R
T JEMERTOREL B T ORI O K S1E, 25mm THo7=DITxt L, JEMZ OHELER
JUORGO DR &%, 351~357 mm &2 0, H—IZAR L TEVETOERZ RN
TS, ZOXDICHHBHEETIE, EMmOBEE TIHWIIRITS 525, HARRICR
TR —ERLTNWDEESZD.

»

16.81 mm

L.

Ly=

Lx=16.14 mm

<% >

Fig. 3-9 Rectangular billet after free forging at compression ratio of 60%

RIZ y T DN Z ) L7 ) EME 2 L7z, Fig. 3-10 1%, z W\l (m&
15 mm J51f) \ZJEME L7=5BR 2759, Fig. 3-10(a) I, 30%JE£#E, Fig. 3-10(b) 1%
40%/EHE, Fig. 3-10(c) 1%, 50%JEAfE, Fig. 3-10(d) 1%, 60%)LHE L 7-ikBR i &/~
INHRBRAREICTD VIR FOFDOESERDL L, To& 0 & x FEIZHOY
TWA. 2Dk, y HFRSOIEA VTGl sn-E 52 5. £ L TREBRFREmO
A DOIEN VX, FRABEDOHONKE V., FEFOERIEL O x HFE~OH L
Ml o LD, MEPERIEMEICB T D FOPER D IE, BH—TlEenz b
INYIND.

WA JERE R 14 D %%@meg A U723 b EO O A0 & Fig.
3-11 R T. 2077 72, AEBE LEERLIMEORT. BHREETIL, e ey
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flcH) =7tz Lic. —J7, PlmEPRER TlE, & =0.01~0.04 F2ETH Y +43
SN2 EnG, H ey = 0LART. TOLLDEE—EHING ex=e & TE
%. A0%IEME LT 2 FEDOFEOTH g, =1In (6.16 /9.99) = -0.484 TH Y, H.LfHir
TIEZDME LY &L, SEbfHL TIHE< 72 5. 50%JEME L7 2 H RO FEEOT A ¢ =
In (5.14/10.00) = -0.665 TH v, H.LMfHETIZZOEL VKW, Z L TiRbEWVWOT
FE s LDk, s 4.03 mm B2 Te = -0.871 THoTz. £ I HimH
22> TOT AT, WD LT 60%EAE T AEROMEm 277 LCRY, zJ7M
DN-HJOT FH =1n (4.13/10.00) = -0.884 ToHHDIZXF L, HLd 5 5.43 mm BEdL7z i
Tex=-1.06 Leo7c. ZORENGREF OFLEIL, Ty RAZ M- THEIE
W WEDIZOT TR 25, L THLL LD LEENL AT CRE RONE 72
HZ e, BARmEIX REY—RERERLE.

P 16.18 mm R
Yy

=

: :
(o)) Vv (e}
(e J —
= =
v T—’ X Y

(@) Compression ratio of 30% (b) Compression ratio of 40%

24.10 mm

19.47 mm

LI

>
10.14 mm

10.12 mm

(c) Compression ratio of 50% (d) Compression ratio of 60%

Fig. 3-10 Rectangular billet after constraint compression

Fig. 3-12 1%, AT VG2 ZH V>,  Fig. 3-13 1%, MEESME Tk 258k
KEDOOT HofMarmd. ZHERDEIEFRIZEBNT, MUOEICEWTH DD
OT B OMEMIL, 45 & BEORAHZHNW-LE ERTTH -T2,
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Strain

O>O

Distance from center [mm]

Fig. 3-11 Distribution of strain at upper side by using beef fat and graphite

Strain

1.5
1.2
0.9
0.6
0.3
0.0
-0.3
-0.6
-0.9
-1.2
-15

2

4

Compression ratio of 40%

Distance from center [mm]

Fig. 3-12 Distribution of strain at upper side by using VG2
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Strain

Distance from center [mm]
Fig. 3-13 Distribution of strain at upper side by non-lubricate

M R ERE I 31T DB RO O Ao MBI — L 2o 7o 2T Fig.
3-14 ([ZRRBR A oFLER (y = 0) Wi B x JFTEREE v 454 &R, FEM fi#gtr X 0
Kbi-. FEHTICIE, simufact.forming version 12.0 Z v 7=, A EOBIRIGI1IE, JEHE
RERDOFER 2 BB Y =T70e22[MPa] % H 7o, 780 FIEMEHREE 1T 1.0 [mm/s], E5E
BT 10000 i, TEEMEIOMO 7 —v VEEAHIT = 005 & L7z, BHEH
T, wlid, SEIZEDAWDEIZIZEIN L TV D, 2L, BW—ERE2ERL TV 5.
A P ARG TlE, 20%)E4E £ T, SIETH 5. Lo L 40%, 50%)EAEIZF5) T,
FMHITIIARE TH DD, il T E —E & 72> T b, DF DS AHTicfiv
T FRIRR D ZEITIEN B 72V, FE 72 60%EAMEIZ/2 D & b6 5 mm £ TIXABE
FED v KD /NS, Hulds B 5~8mm [T v X2 L, WU < TIE, AT
IZED wWDEDNNESL, THBOENMER DWW EFE 2D, 2O X FEOT
HIEREIC BT 2B BRI TER &L, BTk,
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2 F Compression ratio of 60%

(3}
=)
w
z
o -
i 1.6 0
o - Compression ratio of 50%
é 1.2 F 2
g o T~ Free forging
=)
L £
; £, 0.8 \ Compression ratio of 40%
29 Compression ratio of 30%
O =
L4 0.4 Compression ratio of 20%
L5

Compression ratio of 10%

0 2 4 6 8 10 12 14

Distance from center [mm]

Fig. 3-14 Distribution of velocity in x-direction on upper side of billet

M F R EHE BT 20BN Lx / Ly 1%, BB & BEoiRAAITIE, x/ Ly =
24.10/10.14 = 2.38, VG2 TiZ, Lx /Ly = 24.49/ 10.17 = 2.41, #E{/M78 T, Lx/ Ly = 22.25
/10.19=218 & 7¢o7-. Fig. 3-15 1%, A+ sREHE S &L 2 EfE=E — ) m £ AR X &

T 285 [kN], 478 T 336 [kN]Z < L7z, 2D Xk 95 TR LBy A o BEEdH o b
FlC L0 mElE, m< ol & 2 TR HRIEMEIC Ko TN F & fsm & D/
IZAEUZIEY OKE &% Fig. 3-16 (7. JEMERM & iz HE< 72> T s,
S 5T T, 50%EMU ETABICIED N REL otz ZHUTEENE L
ROHZETRMWMGEERY, NoFEWREED T VT T ANIER LT EFE X
HiLh. ZO XD RAEMEEMEICB T DT ORER, N TFEXALADITIT
TUAR T EOHWEE R EICL s TRETDIEZEZOLND Z 0D, 120 2L
T EIE, FEFWICHETHS.
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[EEN
a1
o
o

1200 |

900 |

600 |

300 |f

Mean punch pressure [MPa]

O i L i L i L i
0% 20% 40% 60% 80%

Compression ratio [%]
Fig. 3-15 Compression ratio — mean punch pressure curve on constraint compression

1.0

08 No lubricant

06 F
04 VG2

[ Beeff hi
o2 | eef fat and Graphite

Mean burr height [mm]

0% 10% 20% 30% 40% 50% 60%  70%
Compression ratio [%]

0.0

Fig. 3-16 Relationship of compression ratio and burrs height

3.3.2 HMEMOREARERNIT K DA EHREI~D R

JEMERTICEER A L T owEC 1 mm BRORF 2 0 08z, AL, s & Bino
REH % Az, Fig. 3-17 1%, MlEH s Mg L 7o ARER 72387 2=, Fig. 3-17(a)
I%, 40%EHE, Fig. 3-17(b) %, 70%+EHE L7722 xd. FEMERNC T B3I ts+
ORI, AR & RBRICH RO ONR K E <, ST OIS0,

Fig. 3-18 1%, MAEM L (y=0) EOOFHMZR L, JERE=RIT 40, 50, 60, 70%
THD. MM D OFH0A0 TIE, 40%EMD z FFEHOFH = In (8.73 /
15.032) = -0.543 TH YV HHIEM DL AT ex= 6y= 0.272 & 72 5. MIHEFIFHEAE L 723
BT DL T ex= 0529 & 72 0 DT DN EEEIREULH 2 BT FEE O T M & 5 2
5. Lo LEGEBIC A 2 1E E, OFT A LI 40TV W ISR O S Tl e
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=0.154 L 72572, T0%JEAE D 2 F R EE O 7 =1In (4.65/15.05) =-1.175 TH Y HH
BiEThH oo & ZITIE, e&x=¢e=0587 & 72 5. MIHEPARIEMN L7723 B O T e=
1284 TH Y, AH#EEL Y bEWEZ R L. E72mil Tl ec= 0268 THYH, =
NITHBHBE LY BIEVWOFHREZR L. 20X 5 ICHEEM T, fROEEZ%
FTWRWHEHIFIZBWTHREEDOTA LD /< RY, ZOMHEKTIE, & b
REL 2o TL D, & U THREM & M ORI R EME ERERND, Z0kd
RINTIETIE, MRS A ZAOBEERIC L > TR F L MEREOMD 7 VT 7 v A
WYER Y, Z ORI AN BRETDHZ LICL > TEWHEL R ENMEE 2D,

Lx = 26.54 mm

Lx =15.18 mm

A

»
>

10.16 mm

v

(a) Compression ratio of 40% (b) Compression ratio of 70%

Fig. 3-17 Typical cylinder billet after constraint compression

1.5

Compression ratio of 70%
- S O:¢e,A:g,0O:¢

\J

1.0

Strain
o
o

Distance from center [mm]

Fig. 3-18 Distribution of strain at upper side by using beef fat and graphite
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3.4 PEALH EBRBEE

3.4.1 EBFE

AREBRTIL, Fig. 3-2 [ZR L7 4 HMERB S 7V A2 L, E T LEOMIZH
BAZEE, AL, ETENHOr— RIS TR EZFHI L, JEMHEE X
1.0mm/s T&H 5. Fig. 3-19 1%, #HAAFERIEEX % R~

e Upper die

z v

/ Billet
| X ///:, .
- Lower die

[ )

Fig. 3-19 Method of simple compression test

3.4.2 BB ROFERSEM

FRBRATIE, SS400 DEEX 2 FE LM EHWEZ., B Ly M, B Do=10 mm TH S
Ho=15mm T® 5. Z O EHEL, ERERERIC X 0 FEIR A Yo =310 [MPa] (0 < £ < 0.033)
TREARIE I, Y = 704622 [MPa] (0.033 = ¢) Tl T 7=, Z OBl M:fhigIL,
Fig. 3-6 (IR LM LR CTH D, AREBRIZKIT 2 EMGIEL, &S 15 mm 77
MTHD.

VRS, 3 20RAe DML Uiz, AN, 2 BEAE AW, Zhix, 5
E BN (4N 75%, HEH 25%) DOIRAEHIE VG2 (BiH) THDH. IHICTEKWN
RER T REEZ T N ATI Y BAE Lo I X 2 EBR b ITo 7.

JEAERIT, 30%, 40%, 50%, 60%, 70% & L7=.

3.4.3 ERTAME

TEHOMEIL, SKD11 THEAFUER LALEEAZ 1T\, i X % 59HRC & L7z, AZEER
TiE, ETFHHCEE AR TREZH W ETEOAMEFIR E 725 TEZ -,
TLEEF, EHE60FEBRIZBNTH P2 LELZHW, EMECEm TREICE D
JEME TlE, RS ORLR D 3FEHO THEAZ MW, Fig. 3-20 1%, FmzTHO*R
ML S Z7~7. Fig. 3-20(@) 1%, XEZ7 v 7ML LT v 7 LTET, REHIN
02umRz TH 5. WITH S DER HAFHIRA 2 W CR 2 Fmain T L, x 5
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SR 72 i B 241072, 2, MEMHITE S, SEEMHEITEO Z 5% v
7. FmAML I 13, Fig. 3-20(b) & Fig. 3-20(c) 1~ L, ZNZF4 1.9umRz & 2.6 um Rz
ToH 5. Fig.3-21 1%, WFHITR ORGS0 2787

1.00
0.50
[um] o ] 5 #
-0.50
-1.00 -
Oum 0.250 0.500 . 0.750
[mm]
(a) Lapped
— — T —
2.0 ! 52 SRS I
A A T A L e L
01 Ao 1 | (it M YA 1 ' o NS RPN S N O W
-I‘oi' ‘ ; + T 1 ' }v \r
2.0} 7; | - i ==
om 0.250 0.500 0.750
[mm]
fi ".r"UI’H V"a
J ‘v.‘, F:w\“huiﬁrr_fi
ki (&
|
| | | | [ |
Omm 0.250 0.500 0.750

[mm]
(c) Coarse grinding

Fig. 3-20 Measurement result of surface roughness of plane die

Grinding direction
(Fine-groove direction)
SN

Top surface of lower die

Billet

Fig. 3-21 Fine-groove direction of grinding die
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WA MmUY & 70 2 LA R T, AFEI B 2RI Bk L CTik L, 725 3
FFEOIIR LB A2 W=, Fig. 3-22 1%, FEBRICHW = LAWK T E4R9.  Fig.
3-22(a) 1%, IWADOTESR, BAIE HIT 150 T TE S REEREREA, 1.5 mm O3 E 1
HLTEZRT. Fig. 3-22(b) X, ILADTEA, AN E HIZ 90 BT Lo TH A R EERE
2 0.4mm OFME LA TRZRT. S OICESIEMNTIZE T 55 TR & D =%t
AR S D AT R ML S ZRAE L, Fig. 3-22(c) 1%, TEMZMD 2 >OTE XV §if
ICL=AFROS O RIETHZRT. Z0LXOEMAL, TLEETS8L3I ETHS.
ZOARTEOILEROBESIZ, £7T02mm & L.

(c) Shape of radius-groove

Fig. 3-22 Shape of asperities dies
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RIZETERS SRR ER D SRR LZEEZ Wiz, Fig. 3-23 1%, FEHroM
WkZ 9. Z?d 55 Fig. 3-23 (a) 1T L FoJEME TR CTHBIZEMET DA & &R
L, Fig. 3-23 (b) (XD 7= DITIT - T2 EBR T, MELO—EH D y T OZNL % R
U 7ol $ s AR 2 797,z FIANCERME T AUE, MBHI x Fch i s.

Compression direction
; Mildly wedged upper die \

)

Billet
Lower die

[ )

(a) Method of upsetting by using mildly wedged upper die

Reinforced ring

Mildly wedged upper die

Constraint die \ (t=10.01 mm)
.
o~

Billet—| Lower die

— 10.03 mm

(b) Method of plane compression by using mildly wedged upper die

Fig.1 Schematic illustration of upsetting

RIZ Fig. 3-24 1%, ETHEOGmAMERPEELA LR T EOFEMZ R
H=22 R 1Z, R3,R6,R70 & /=, R3 O/ F (X, XU FlENE L v MEIHIE
BEDo LV H/IEW t=6mm THDH. R6 O/ FIEIE, t=12mm TE L v hwHE
£ Do IV HKREWV. ELTR70 O/XFIRIE, t=50mm & L7z, Zh b ILiBEIk
TH LR T EORRINTIL, MEVA Y— > MITHETITL, 20k,
ki1~ (3000 HAHY) 2L DHvay FT7 T A MKV KEROREEZITo7. il
TEORmEMH X, 20umRz THSH. Z LT SRR L ESCHFBERTHIL, —
WICH BRI OTEE 2 y fih & SPATIC M2y R LT,
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' oi— Cylindrical nose punch

Fig. 3-24 Upsetting by using cylindrical nose punch

3. 4. A RB A ~HERIEALE & - T A

Fig. 3-25 1%, HEMAER LA OREMNEZRT. x FROE I % L, y HFRO
EXZ Ly &T5. Lo, JEM LR OMmRs SRR E 70D 2 D, L,
Ly #HH T 57O B EZ VWS, L,

Lx — {th+be:2(Lxm)} )

[FIERIC y 7 A o0 g Ly 13,

I __{Lyt+Lyb+2(Lyn0} :
y = ” @
EEFRTD.
Lxm 4#,
«—n
< LXt - < LVI >
Z - i ~ Z )
t— Ly

LXb > < yb »
Fig. 3-25 Measurement positions of typical dimension after the test

>l
<«

AREBRIZIBNT, FEEIFRIRMEZ T 2729, Lx & Ly DAY, HEHLE)
e Lx /Ly & LTRGRET . Bz, x/Ly = 1.00 OFFI, Z&HHRER LS.
Z LT Lx/Ly>1DOFRHIIX, x FR~OMEHREIMENA RENWZ 2R L, Lx/ly<1
DAL,y THOMEHREMER REWFEELRLTWND.

WIZ L SOIAIR KO R T B2 W CIEMET 5 & E4E L7-3BR /1%, Fig. 3-26
WRTXORBIRERD. 2O TEEMAWZEEROBE L, ETEOIEAH

=
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E L. 2oL x0RBAREFEHERENE X, Fig.3-26 (a) (27, £/, EBE
OFERA L, WEETICED2ZEDPRELS 2D L0, FHARICBITORAES
DHEEHIT-7.  Fig. 3-26 (b) 1X, mARESWEMELRT. x HFRORKES %
Xmax, Y THIDORKESE Ynax ET5. 22T Xmax & Ymax DEEEEY , FEHAEN
Xmax | Ymax DEZFIRD. DF Y,  Xmax /| Ymax = 1.0 DWFIE, EHRERTHY,
Xmax [ Ymax > 1 ORFZIE, X FFRAISOMEHREIMERS RENZ 2R L, Xnax! Ymax <
1 OFFE, y FEOMEHREMER KE W L2 E%RT D, £,

Lxm
LXt =| L

A
v

be

\ 4

A

< Xmax

(b) Measurement points of billet sizes after test

Fig. 3-26 Measurement points of billet

3. 4. 5FEM T &4

< SV T EZ vz B a3 I OVl # R EAE ZBRIC B8V T, MBI O
ISR OT B B D 720, A IREZMEANT 21T o 7. ATIZ1X, simufact.forming version
12.0 Z 7=, FHELE, ZWRocfRir & L, THEZRIA, #2002 mEErik s Lz,
BN TR ORRRIS11E, Fig. 2 ORI Z AW 2, EREEREE X, 1.0 mm/s, BEHREHT
10,822, TEH LBt DD 7 — v VEEEMRENT, U o VTEMRBROFE R LV 1 =0.05
LTz
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FEMEREEE B L Cix, BAFOR(3) (233 Cockeroft & Latham Dz 5% % 7=,

o

Cf:fgmax dz (3)

AT, T OIENEBEERFRIZR T 2 EFEBOHRRTICT) omax DIAIIIED E IE
PERRIC 1T 5 B8 2 AT
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3.5 AL ERER

3.5.1 REHZIZ X ARSI ~DFE

ZZTE, MEORR LY T EZHWTEM L & & OMEREME 2 /MRE L7,
AL TERE, 7y 7 TE MEMHE TE, iBHE TETHS. BEAICIX
Hlg & B DIREF Z A=, Fig. 3-27 1%, 70%EHs L7 AAERE 2R A 27,
Fig. 3-27(a) 1%, 7 v 7 LRIC L 23k 2 ~7. Fig. 3-27(b) & O Fig. 3-27(c) 1%
ZTNZIVB A TR SR TR L 2B A 279, Zh bR CEMRIC
WT, LEHRAEMIDEWZEL ST, EMZEOMERRENIICZELR A ST,

O : Initial diameter D, = 10 mm

¥ 4 y
£ z £
£ £ E
8 3 3
S o) S
11 M II>
_|> _|> -
A4 v A4
_ L,=17.97 [mm] . L,=18.40[mm] _ l L, =18.51 [mm]
(a) Lapped die (b) Fine grinding die (c) Rough grinding die

Fig. 3-27 Billets after test with beef fat and graphite by compression ratio of 70%

Fig. 3-28 1%, T 6 ¥ LEIZEIT D EMBITHT 2 ENGEIL A =Y. T 7
T EHCIX, 30%75 5 70% % THEME L7z & & o EHfiEE L/ Ly = 0.997~1.005 TH Y,
ETHWNCEELTWD., Zud, Kz 7 v Mt EF LI TFRICTLDF XD 50
WARE)—THY, x Hre y HFRoOBEERHL, Fb66/hE<FALTHoT.
DT, X,y $F~OMEHREIE S [F Tz o 7.

WIT x FFRA~IH 7R B 2O 728 BRI LR TIE, 30%EHiEIZ 31T D44 Bt sl
X Lx/Ly=1.005 TH VY, ZOREDEMFETITHESFHNTHS. L, T0%/EHE
Li‘ﬁﬁ}: Lx/Ly=1.02 L7220, DT NIHHIOHE (X) FRMEOT. ZZ TS

IZREH S OMVWTFEEMHEI T ELZ HWD &, T0%EMEICI T 2 ERB L, 1.04
k@@,ﬁ%@wﬁﬁﬁ«@ﬁ@ﬂé%:%kbt._ng®:&w%HMLtI
E%%wfrﬁﬁékﬁ%@%aﬁﬁmﬁ%%:Mﬂﬁ@ﬁé@ﬁ%%ﬂfmé

IZRIA S DN TT DM EHREI OIERIZIE, AR THLZ LT,
ﬁ:,ﬁ@*#@@w:iéﬁﬂﬁ@«@%éuowfﬁﬁbk.::f@,%
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DFEFRIZB D THERRBILIC ZEZNEN TR B TEZ A v, BB O T A
FiiZz 7 b THIE L2 EEEICRB O TIE, T0%EHEC X 26 BHEEIEL X, 0.999
ThWEHTRERAZR L. 2L, X, y OWGHNED S G @O EEIKHT & 7
D EFEIELEE Ofp H T, 8221 T, £ L TEMEANC VG2 2 VW5 &, 7T0%
JEMEIC L A EHREN LI, Lx /Ly =19.08/17.74=1.08 L 72 >7=. Fig.3-29 1%, 7
HAFE TR & VG2 Z Hvy, 70%+HHE L7-slB A 29, 2 b D Z & biliAl%
B2 Z &g, FHIOR B A ERRENI S AE LT W2 E @b bie. £ LT
ZOHBIZEAMERRBI O FIT, BB TR~ KTH 10% bW\ ThsH. £LT
JERME=EAY 50%LA T DRFIZIE, Kkl S O RIS BIR 72 <M EREBILLIX, 1.0 Th
v, REMS (FHH) LRI ERbhoTe.

11

A :Rough grinding with VG2

1.08 A :Rough grinding with Beef fat and Graphite
" @ :Fine grinding with Beef fat and Graphite
106 o Lapped with Beef fat and Graphite

1.04

Lx /Ly

1.02

098 i 1 i 1 i 1 i
0% 20% 40% 60% 80%

Compression ratio

Fig. 3-28 Material flow ratio by using plane dies

Initial diameter 10 mm

Fig. 3-29 Billet after test with VG2 by compression ratio of 70%
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3.5.2 UABRITERIZ X B2 BHREI~D %5

FFEI B REE O F R SICB W THIRAK T 10%< 5 W OMEHREILE L/ Ly (23E W
WAETTZ, ZOX D RiEEZ X0 AT 272012, WHEIE 2 #UIcRELL -
ISR O T EZ AW TER Lz, AN, W 28T 5 & B2 T
FTHZLE2BELT, Fi5L BMOEAHEH W, Fig. 3-30 1%, AR LA
£ D EHMESHE & MERREIE L/ Ly OFEERZ "7, TEA 150°05% H (LA TR TIE, 70%
JEME CHENREILL I, L/ Ly = 18.34/17.20 = 1.07 L 72~ 7=. ZHUIHFHITEH LV x
T~ OMBHREIZI RS @, S HIZTEA 90 oM H LA TR T, JEMES 70% T
Lx/Ly=19.47/16.61=1.17, £ L CTR05 # A L7= RifF LHTIX, FE#ME* 70% T Lx/ Ly
=18.81/16.41=1.15 L 72V, KOV Z OMED x HRITHEI L TWD. T b Ok
BHREEN X, JEMEER 50%LL LD E DA< 72, ZHUTILA &S 77 x HHEIC
IPTEEIREN LS <, WICE AR y FINZIIAM BRI IC 8V CTREIZ - AW AT 23
TERT 2= DICBEBEIENE <25, RO BPMEIREORBI 2 HET 2720 &%
oD,

1.2
L A : Fine serration with Beef fat and Graphite
1.16 F A :Fine serration with VG2
| A : Fine serration with non-lubricate
112 F @ : Radius-groove with Beef fat and Graphite
- ) B : Rough serration with Beef fat and Graphite
— @ : Lapped with Beef fat and Graphite
< 1.08
A
1.04
1
096 L L L L L L L
0% 20% 40% 60% 80%

Compression ratio
Fig. 3-30 Material flow ratio by using serration dies

wIT, BRI %ﬁ*i.%ﬁéf_&) IL4s 90° T H.% W T, MEMIg04RAE & Beh
RAEFIBLO VG2 72 EOMEIE R LD 2 A L. T0%EM L7c & &, FEE
BHLOR S W BT 2B EIEIE, Lx/Ly=17.95/1751=1.03 &7/2 o7z,
ZHUZXFL, SR VG2 TiE, Lx/Ly=18.39/15.99=1.15, X 5IZ40R & Béno
REAITIE, W/Ly=117 Lpo7z. 2, WA 90 LEDIKIZ K - T m &
IS T D EA T ROBEBIRPIZEEZ KX < &, L EA R TIIZILATROM
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B (D) 445 I I VEEAZKRE L2 LT, BEEFIDKELS kol tH
2D, ZFOTOEIEANT L - TEEEGIME S, B LS Wil m~H Ehi @)
WYER L7 & E % 5. Fig. 3-311%, TAF 90° O H LA TEZ VT 70%/E4E L 7=
EE, BRI EHEIC L2 B2 RT. ZOO/RENL, HiEEHWD Z &,
DOFVEEOBAIE, LVEMABREZELNDZ EDNDNS. ZOX LA TR
Z W JERME T BT o 125 M) &1 & B 7 0 O BEEEIRTHL 22 X D8 Bk
Hh R, I 7 e RMECRD EHHIE TREICBWTHRROBENRFEEL TV D
tEZLND.

O : Initial diameter Dy = 10 mm

K 'y
E T T
E E E
2 2 3
3 =t S
1" 1] I
iy N _
L,=19.47 [mm] . L,=18.39 [mm] L, =17.98 [mm] _
P I~ >
(a) Beef fat and graphite (b) VG2 (c) Non- Iubrlcate

Fig. 3-31 Billets compressed 70% by using fine serration die

3.5.3 < SOBRTEIZ X A BB~ D5

ZIZTE, RIZERSSUOBRELRIERTEZHNTEM L. EBIZiX, 18
4 a=140°,176° M\, EH 5 HTEMAFITITI RS 21T 72. FTLEZE, FimZz
7w 7 TEREERG. FEANCIE, FiE & BEoEAHZH W, THA a=140° T
JERET D &, 40%)EHE CTEAM AT AW L7=.  Fig. 3-32 1%, TAfS a=140° T 40%
JEAGE L=l 2ond. LovL, THEA a=176° ZHV 5 &, 70%EHMEZHBV T HK
WrL7zhno7c. £72, a=180° (CFEfE) IZBWTH, T0%EMIZIIT DMWriT .
INHDZENBEAD/NISWE RBNHEETT 2R H 5 LB 6ND.

Fig. 3-32 Billet after test by using wedged angle 140° at compression ratio of 40%
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T, FEM & W CEEfr L=, ETHOTEMA o = 100°, 120°, 140°, 160° ,
180° & L, THAMIZIZ ROS 7=, FTLEWE, FiEAeTEE Lz, TEEHERA
WD 7 —m CEERENS, IR & BRI EZ WY U 7 ERRBR I 0 B L,
n=0.05 & L7=. Fig.3-33 i%, THA o |23 HMMERRZ "3, B EHERIT,
Cockcroft-Latham D% A =V &AW, ZDELEEDF A =5 4i0000 Df > 1 &5
JEAERZ RO T-. THMA a=100° TiX, 20%EHME CHETL, TAMA o OHEKE BT
WriEfERd EHT 5. L CTHA a>160° TiX, 70%/EHMiE CTL THMME L2V,
BRICTES o = 140° ~160° OT, SUMICHEKIEMREREN EFLTWnWp Z nn, &
DOTHAF PNV THENREME DO EICEENR S D EE 2 b5,

Fig. 3-34 1%, THADORR L/ F 2N T 40%/EHE Lzt 2O IZBIT 54
A= Hi%&~d . Fig. 3-34() 1%, THA o= 140° ZHWeHX A=V 0AE R L,
Fig. 3-34(b) 1%, TAfS 0=160° A\ A —T 0%k Rd . THMA 140° T, R
FANEAE D R ED DI AE L TWD Z ERgn5. LavL, THA 160° 12725
&, BERMICE I A A=V AR L, ZOX I IIRILT I, Y5 Z L
SHHAD D Z LB D.

80% I
60% |

40% |

Compression ratio

20%

0%

100 120 140 160 180
Mild-wedged angle [°]
Fig. 3-33 Fracture compression ratios for wedged dies
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Z y z
T—bX LVX T—>X
(a) a = 140° with R0.5 (b) a = 160° with R0.5

Fig. 3-34 Distribution of damage value at compression ratio of 40%

WIZIA U ETHEZHW & 2 OWr 20210 2 EHREN L 2 MET L7z, Fig.
3-35 (I, REHRTAM o (2B M EHRENI L Z 7R THMA o=100° & 120° TiT,
W L C L E D 72D ERRENE (Lx/Ly) 13,1.0 TH 7= THMA a=140° |2
725 & 30%)TAE THERREN LAY, 1.05 LT itk L7z, £ LTIEA a=160° (Z
72% & T0%+EME T Lx/Ly=1.09 £TEH L. £ L TIHMA o=180° (Flat) Tix, #f
BHREIIZZ D B2, 2o Z &Enn, THMA o 1E, 8iMmic UhE<) 72513 87
ZhEBT L, $iAIC (K&EL) RDIFEMEHRBEILL N ED LR, 20728, FEflxt
FRIIRA~RRIET D - DI i /2 A o OREIL, BEETHLEEZLND. Ll
NG, ZNE TORMENSTEMATT TIX, MEHREILOSEKIL, 10%fEETHY,
WFHNZ K D/ B & D2,

11

1.08 | < >
L ] :180° 4

1.06 FO:160° -RO.5
1.04 ( :
1.02 ' . k LX

0% 20% 40% 60% 80%
Compression ratio

Fig. 3-35 Material flow ratios of wedged die

Material flow ratio
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3.5.4 AR TRIZ X 2 BHiBI~DEE

Z I TIE, ENROTHMA R R ICBIT 2IRIALNE & MERREI ~ DB AL FTT 5.
EBR T, Sein R R OMB R F & T, ST, e o fh R R=3,
6, 70 mm Z 7z, EIEHNCIE, B & BEnOREAH 2 Wi, Fig. 3-36 1%, dfi=R
H£% R3 CIEME L= 2 7~3. Fig. 3-36(a) 1%, 30%JL4E L7=#Br 27~ L, Fig.
3-36(b) 1%, 40%EHE LB &2 nd . 30%EME LB iciE, i SR o
ol b DD, A0%ERMET 5 &, RERAEED R HICENNBlE Iz, &
L CHER PR R 2 V2 & X(2E, 50%EHE £ CTILEWT L 72 hs - 7228, 60%JEAfHIC
BT D EMERT L7, S HICRE R R70 TlX, 70%E4E L C HMWT7 < #8iA
Wic., oD EnG, IMFEERER PREL2DIFE, PHASMEN M T DM
Thsb.

RIZFEM ZHWT, EOICFELHIERE R OREL G LTz, N F Ao il
KAEPIT, R=15,3,5810mm & Li=. 2D L EDRUF1E t 11X, ThZEh 3,6, 10,
16,20 mm & 70, 7 —u VEEEREIE, UV VTEMERBRL W EH L n=005 &L
7=. Fig. 3-37 1%, el R oK & SR D Wi EME =R 2 77, 2 OMWT =R,
Cockceroft-Latham O % A — VX EHWTHEHIE L7z, 20X A=V T, ¥A—VIHE
Di>1 THWrd 5. FEMEATORER LV, Jeui R/ S W RLE O L &1F, 22%T
il L, R3 Ti, 40%/EHE TR L C\5. 2k, EBRERE L &L T\ 5.
Z U TH R R OEKR & I MRS BA L, iR REVRI0ONZRD
& 70% CHEMr L 7-.

Fracture
(a) Compression ratio of 30% (b) compression ratio of 40%

Fig. 3-36 Billets were compressed by using R3 punch

59



80%

= s :
S 60% |
S ' A
§ 40% |
g : A
e 20% | O:FEM
8 M :Billets of fracture
i A :Billets of non-fracture
O% 1 1 1 1 1 1 1 1 1
0 2 4 6 8 10

Radius of tip [mm]
Fig. 3-37 Fracture compression ratios of different nose radii

WIZ, HEWT MG 2 B8 LIz i P20 K& SI2B T 2k #E k%2 Fig. 3-38 (1
AT RN Z WV RLE TIE, 20%JEHE CHOEHAEIE Lx/Ly=1.00 THDH. Z
i, N FTCHEMI N EEANCRTRIEN Y Zx Uiz, UL, #BRA T
X, EEAEERL TR, fEREERO R NKRE L 725 & BRI 2
BXIESN5. RI0 Z HWT 70%E4ET 5 & APEHREILLDS, 114 FTIER L. 2
DEDITHEFPEEDN NI N E X, R RN OTANEF TS, 20k, # Bk
F R IT 5 RESDEFEICHITEIND Z LI L - Tk GEMEIKT) 238
K, BN L7z, 20—70F, L RENRRELS D EOTHOEFZRET, i
(A BHREN 95 2 &1 Ko TR EMERES B L. 2L C, FlHe T HA MK
ot DOMRFEE R L& NE, MEHREILIE, 100ICRLZ L LD,

> 12 _
= - x:R15 Y |

5 115 | @:R25 LX( )
= - A:R35

S 11 F O:R5 ‘ )
é L [1:R8 t»xl ‘
= 105 } O:R10 R10-70%
i i

m .

2 1 . ‘ .,.—

0% 20% 40% 60% 80%
Compression ratio

Fig. 3-38 Material flow ratios of different nose radii
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3.5.5 HIRYE L SVWROMAESDOELTREIC L 2 EHREEI ~DEE

CHNETICEA o 2B AMENREIL DRI, 10%FEETH Y, LR R T
1L, 15%EETHLZ R bhoTz. ZLTHEA o BLOHIRPER P/ WNE R
BRI L, RETEDLIBZIADD S DODOMBHRENEL AN LR L2V 2 & 250 &
LTHE-TWAH. £ ZTHM o Lz PR R OMASDLEICL > THENREI~] X
FTHEIZOWT FEM Z W Tl 5. XU FOTEMA o =100°, 120°, 140°, 160°
TEIUCKIST D e O TEA BEIE, £ E 4 R0.5, R2,R5, R8,R10 THH. F LA
Wi, il TEZHWz. 38 & TRERICBIT 57 —r UEEREIE, n=005 &
L7z. Fig.3-39 I%, THA o ([CBITHMEIEMEREZRT. 20777120, THA «
= 180° X Y Wil LEOFR bR . Pl LRI X 5 EM T, 80% THMAFITIC
FOEINNBAE LT, Z LU TIEA o 25 180° /NS 51X EElrEMERIE, &
BIZWE & 72D, TEF o 2% 100° TIE, R BAKREL 251FE, Jastks b b
LTWDZERmND. ZOLICTHANPKE S CHHica725), Ho, THAY
BPRELRDIFEMM LIC KRB Z LRG0Tz,

o 80% [R10 R8
= 60% |
Q2 |
°E’_ 40% |
g L
| R2

O 20% RS

O% 1 1 1 1 1 1 1 1

100 120 140 160 180

Mild-wedged angle [°]

Fig. 3-39 Fracture compression ratios of the combination of the wedged angles and radii

61



WICHRA HTEA o IS THEAERIO ZHWTHIT L. 20 & XTEMA o= 100°,
120°, 140°, 160° DT 70%/EAE £ T 72 < A= DIE, a=140°,160° Th -
7=. THfA a=120° TiX, 70%, o=100° TiX, 60%/LAE CalrL7=. Fig.3-40 I3,
THA AL R10 2 W CTHEME L7z & E oM BRI A2 R 3. IBIAARR A BET 5 &,
a=100° & 120° (2B DA EHREN LT, 13 RENRARTH S, £ LT a=140° I
AL, IxILy=14112#EL, 5T a BAKREL 25 LM EHRE XA E R & 72
D, 180° IZ725 & Ix/Ly=1.00 L7 5.

15 -
fe ;
5 14 1 T

10 b v LB
90 120 150 180

Mild-wedged angle, o [°]

Fig. 3-40 Material flow ratios at compression ratio of 70% in the wedged angle die with R10

RIZTAES a=140° TIEAFE R1I0 DMHAGOEIZ L > THH#E L R4, Fig.
3-41 1%, TEA o = 140° CTHHMAYE R0 TETHHAATL & & OMEHREILL 2771,
ZD XD RHAETIE, A0%EMICHB T x/Ly=11 &7, ZDH%IX, JEMFERD
B & A R B e b K& R L, T0%EMEIC/ARD L Lx/ Ly =145 L7727z,
F72, RKE S Xmax/ Ymax CTRHlid% &, a=176° T, 7T0%/EAEIZI51T D Xmax/ Ymax
1% 1.04(=18.63/17.93) 705, ZOTEIZLDMEDOKERD L, BELEET D
E3NLL T ERAMED b, TEMICK DM E s 252 20 RIL, FEFIT/HS V. £
DT Xmax | Ymax ~DFHE L /NS )polc B2 bb. £ L Ta=140° TR05 DL
BARWTIEMT D &, 40%EE CTakli 7 oo b i M O T < O —FRIZE 703 8l
gHahiz. WU a=140° TR10 ® T E% T 70%/EHE 3 2 & Xmax/ Ymax 13, 1.49 (=
20.55/13.81) &% /R L T4 . ZAUITEMA DK E ST L o T x Fa~OEHRE DM MiE e
A, Xmax/ Ymax MREL oo eEZEZOND. TbDZ b BHREEIZBWT
et 7o AE W R 215 5 121X, RO S BRI - T, KBERTEA o &
TEAYRER ZHAADODED LT, RBCHEETDHZENTES.
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15

Initial diameter S
1.4 d0=10mm ‘Q?
8 R
g Xinax | Ymax = 1.49
z 13
2 i a = 140° R0O.5
S 1, | a=140°R10 (Fracture)
e [ 70% CompressionA —
=
11 o RO.5
u=176%R
1.0 =

0 20 40 60 80
Compression ratio [%]

Fig. 3-41 Material flow ratio after upsetting with wedged die
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3.6 FERMIBRRLIGIC 817 2 SEMEAl R

3.6. 1 K SR ILEICRBIT 2THALRORE

T ZCIE, TEA 140° TTEMAEER05 & R10 O T E.Z /=, JeIE CTEMA 42 R0O.5
TIX, 40%EHE CHEWT L, TEANAE RI0 TiX, o7z, £ T, 40%EHE L
RB A FHOOT A0 TA L=, Fig. 3-42 1%, EfEgOy=0 LT 2%
Mg, Zhud, FEBRENSEER A R~ Lmm BE T2 &, EB% ok
FROAEZRE L TR, 2 22, TEA P RL0 2 VT 70%/EHE L 7= fE R b
HETWD. TEANR RS %6, x FAIOMUN x =015 5 mm i TRE.
Zruzxt L, TEMAPEE RI0 @ 40%EME Tlk, HFRAEDMHORTWHS. LarL, £0
ML ROS &R D L&V, Z LTy FRTH, EAPROKNMIBEFRRLS y )
[ ~BE) LIC S WSRO T AR RBI O EITZE Db b ewn. ko X iz, RS &
R10 TlE x FFAIOREOT IR M R K E .

PAZTEA R DOEIT L o TH BN~ JIE 2O\ T FEM T L7-.
Fig. 3-43 1%, a = 140° TR10 #fV\/= & 2D FEM & FEBRIZIS 1T 5 i B — JEAE R #R
MZ7Rd. FEM & ERIZE —H L TW5.

WIZHTBIFNER DO O BRI N1 3 i 2 i~ 2. 40%EHE L7 & & D FEM Z HW 7244
BEEROFE Y O 20041 & Fig. 3-44 1 2R3, ZAUIRER 2 Frm y =0 LofERT
& 5. Fig. 3-44(a) 1%, a=140° CIEAFAZ RIS O TEICL AL 0T AZRT. £
TR OE FIZIEFITENOTHBEFLTNDL Z &b, ZOESOINLiE
b GEPEIRT) AT EHERI SN D, —J5, Fig. 3-44(b) 1%, THA a=140° CIHf
P RIO D TEICEDZMHEOTHZRL, ZOEXTIE, BVOTHNFR (R
53) WP LT, o FRET < TR 06 T, ZOfEiE, RO5 D
IR L0 o3/ hEn.

Fig. 3-45 1%, BBRA NEBIZIRIT D x HIAMS I D5 2 -7 . 40%EHE D & Z 121,
RO.5 TIXTHAH OE FIZEFTHINC K E 251RISNHAAE T TS, LvL R10 TIEXZ
DX DR RERBIRISFM BN A L TW Ry, b0 Z Lk, ERM
O LT ETEMTIHE, ALO ETETREARTEAERTEAZHA WS L, i
S 72N TAEALRP S iR ) DFEAE Z M 2 T BAFICHRIA D, $EFO x Hm~OiiE 238
EanTnwasetsEx5.
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2.0

O:gX,A:ay,IZI::aZ

Strain

x dimension [mm]

Fig. 3-42 Distribution of strain on upper side of billet

150
125 |  —— Experiment
=100 f ----. FEM
ﬁ d
- 75 F ’,t”
('U "’4
S 50 } =
25 LA
’I
0 1 1 1 1 1 1 1
0 20 40 60 80

Compression ratio [%]

Fig. 3-43 Load - compression ratio curve during upsetting using upper die with « = 140° and
R10
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z
L
(@) RO.5 (b) R10
Fig. 3-44 Distribution of effective strain at compression ratio of 40% by using mild-wedged

o = 140° and different radii

-150 -50 50 150

o, [MPa]
-200 -100 0 100 200

(@) RO.5 (b) R10
Fig. 3-45 Distribution of x-stress at compression ratio of 40% by using mild-wedged a =
140° and different radii

3.6.2 MIFEL~DRE

AR A NI I 1T DI TR ORREE 2 {9~ 572012, S M aii~%. NES
S 2 L72iRBR X, o = 140° TRO5 B L ORI0 % VT 40%ERE L7=H D
Thb. A%EMEORBRA 2 y=0 LICTUAY—H v hTHIK L, REOKER
ZPRET D7D S#1000 D= X UMK TEW-., Z201%, © vl — A6l SR %
FANT x,z 3R 1.0 mm IR THEHNE O S 2 JIE L.

B4 o BR % Fig. 3-46 (279, Fig. 3-47 (a) 1% R0.5, Fig.3-47 (b) IX R10 @
T ECEM LR 2/~79. RO.5 THEM LB A1, ETEOTEMAH R
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LCWEEIZENNRLND. ZOFENOHESIE, BEHNHLOK2mm ThHhbH. &

HIZRHIZ L > TREBRA O—H RN RABICER Lz, 2ok LT, R10 THEHMEL
TR I, EAUEERO S, TEA O R E AT EIN RIS RN TH D.

Fig. 3-47 1%, R0.5 O TEZ MW TIEME L= O vy 71— A X G (#1
D) BLOY300HV UL Lo (B) 273, Z OB 2RO S % R %)
T 5L 218HV Th o7z R NE CThe b mVMEA /R L7c DIIMEIMT L7245 T, %
DOfi1X 383 HV THDH. T, THAPEA/NE 72 RO5 2L > TRFTHICI Lk
DL, WEMEER R oT-T20, L7t Ex b5,

—J77C R10 & H W CTHEME L 723 BR T 2RO S 1%, 250 HV TH Y, R0.5 Ok
BT L0 BV, 2L TR EWIEI 2R LTZOI, <éU%ﬁIE@@RHL
285 HV Th o7z, ZOXHITTEAEEOREWILETIE, JEHYZIN T ks
TWWRNWZ E EENNEL TN ERXILLTND

HAPREOREWTEZHWIUL, #RBRANEIICE TéUfA@%$kMI@m
AL, EMEER TS EHET D, ZHIEFZ TROR TETOEEN S HITb
HZluaEZLHE, VIHOEAHTRERTOTAZERIERN LD, KR TEOH
NEBISTEDIZESH THDL L EZBEHRLTWA.

Deformation area on fracture

Fracture | 5Smm I
\

. _4 T_. X

(a) Tip radius of R0.5 (b) Tip radius of R10
Fig. 3-46 Cross sectional view of billet after upsetting using 140°- wedged upper die
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Fig. 3-47 Distributed hardness more than 300 HV in x-z cross section of billet compressed
with die having a = 140° and R0.5

3.6.3 K EUWRTHEIZBIT AT IRR

Fig. 3-48 1%, #RIAAICI VT a = 140° T R10 O T H.Z VT 80%JE#E L 7= 7klk Fr
R, ZOE XML, BB ESm Oy DEAITEO 4 TETICEO B ELES
S T, Ahue—2OEINZ L > Tpo< Y LB RmaNHIXI i, 80%
JEREIZEZET D &ML OTHNIEFICREL 2D, 207, R ERmOIE
PERRIIUCE L, 4 WATCTRIDENNRAE L, L LA n, Bk 3.5.5 O 36 H
IZRAUT T0%EMEE TIX, ORI REFUIRELRN -T2, O &0 HARER
2B T BN W EAZ RIUIEAER 70%RE TH 5. Ziid, THES Witk E
MEEINEBROMBRE L —H LTV 5.

Initial diameter 10 mm Initial height 15 mm
— Fracture

Compression
80%

\ / /

Fracture =

Fig. 3-48 Billet compressed by upsetting using die a = 140° and R10 at compression ratio of
80%
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3.6. 4 HEPHREMIZBITATEALHAERRTAREIZ L 38 ~DEE

MEHARE) 2 FEAOIC x F~MEdEd 572012, y FEomflEmzfad 5 2 &I
KB RG L. TEBRIE, THMA a=140"° CIEMARIE, ROS5 & R10 O TE
AW EmORERICE, JEAXY A A2 H, WEIEZ 10.03mm & Lz, 2ok
é“J:/\‘"/?O)fll:% X, JEAZ A ZIZAD L H12t=10.0mm & L7=. #WEHicix, 405
& BEROIREHIZ o, Fig. 3-49 1%, Ml sRICIs T 5 40%+EHE L 72l &2 7R
?.Hg&@@)iI%$M§m5®IE%%Mkﬁ%ﬁ%ﬁf.F@&%@)m
TEMA YA R1I0 O TEZHWER B 2~ 79.  MIEAAENE CTIE, TEAYE ROS O
THZHNWD L, 40%EHE CERT L7z, £ LT, THAYR R1I0 O THTIE, EHiL
ol THDORERIE, BHEE LR U THDH. MmEmAEMEIZ BV CTIEA -
BRIODTHAZHWTE LIZERT D L, 65%/ LA Tl L7=. Fig. 3-50 1%, Al
PRIEMEIZ VT 65%)EME LB 29, 2o & ERBrRmiciE, #EOM
INREIUARAE L. A RERICB W T F LA A R 21X, 72V T 7 AR
FIEL, JEMEROMIC L > TEORBEIZIZY 23584 Lz, ZoRRICHERE % 5
ZHZEICEST, IEMCITONAELDZ LiE, WIRETOEREMELE Y,
HELIRWY., 2K L TR SOETRICE DAL TIE, £0 X5 721EY
T, BARmENAELND.

Fracture .

(2) RO.5 (b) R10
Fig. 3-49 Billet compressed by plane upsetting using upper die with a = 140° at compression
ratio of 40%
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Fracture 5mm

Fig. 3-50 Billet compressed by plane upsetting using die with o = 140° and R10 at
compression ratio of 65%

ZO L EMBNEIS ) DEEE FEM T~ %, TEBRIE, TEM 140° TR10 D
TEZHW, Mz Uiz, 40%/ 55231 5 y =0 Lo x Ji)504fi % Fig. 3-51
\Z7R9. Fig. 3-51(a) (%, MlmsEMOREEZ R L, Fig. 3-51(b) 1%, HH#ED
FERAORT. W, PE O AN T, SR TO ox 2K E AR EMEIN S & 72
. oL, HAMEO ETETERT S L, @iV TiEi Fmic K& 725
RIS IDFAELTWD. MIE AR L7256 0I1E 9 23 H RE LV KER5IRIGT
DREAELTWNDHZ &IZhD., ZUdimEz R T 5 & NEEINABE LTSRS
ZEEEWRTS.

Z DA DKLy D534 % Fig. 3-52 (2797, 40%JEAE L7- & &, Al 2 # ok
L7e%a OFKIER T DR E SO MITEHEEDL G EHEVEVR A LR,
RIE O HMN x FE~OMOEE Lz, flEz2HR L2 VEHBEEL D x 5

M I D3RI RENC BNz & E 2 bhd.
150 -50 50 150

o, [MPa] NN TN T T
200 -100 0 100 200

(a) Plane upsetting (b) Free forging
Fig. 3-51 Distribution of internal x-stress at compression ratio of 40% by using mild-wedged
140° with R10 die
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-300  -100 100 300
(vPa] N TN T OO
-400

-200 0 200 400
I’ ‘1 F» =
I §.~ ’ ‘
z
t,.

(a) Plane upsetting (b) Upsetting
Fig. 3-52 Distribution of internal hydraulic pressure at compression ratio of 40% by using
mild-wedged 140° with R10 die

TEf4 140° CHEMAYE RIS ODTEZHAWCEMRT I L, EHLOHARGTETSY
A0%ERE THEWT L7=. = 2T, FEM 2 AW TR A R mICB T D KTIE S O454
R HERR LT=. A0%IERE L7- & X OB LRIEICHT 25K LG D437 % Fig. 3-53
(27”9, Fig. 3-53(a) (XHEIAA T, Fig. 3-53(b) XM R ENOHAE THSH. HHEA
EIAS TIIM BRI, HOEAMHEOTEAEIZI T DR KFIS N E. ZhT,
SESWERITERIZEL D x HH~OTEMAEOIEDN & HIATAT K D HMNEDIEDNT K - T,
TEAEOINELHE N B L7 & E 2 bhd. —J7, MIEMEENE I, MEtRE
DOTEHATERICBIT 2R RKTISHRED. LiL, AR EENTEAL, HoNE
OF Y WREMORKFISNL, FHIEERELS 2. 2O 7 O8I R EME I B0
TIE, R OEMAEO LR Lo EHESND. 20X 5 FROT AR 72 H
SMEEBM L THHED S OEMEZ L 2 oMb RIIMHE T, L A%EN
DIERFEIREE 2 & 3o Tz,
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-300 -100 100 300

a
3
S
<
o
2,

-400 -200 0 200 400

g -

B T T

(a) Upsetting (b) Plane upsetting
Fig. 3-53 Distribution of maximum principal stress on top surface of billet at compression
ratio of 40% using die with o = 140° and R0.5

3.6.5 RFE~DEE

RIZ Fig. 3-54 1%, AWMORER 2P E — EMRRXZ R ZoRIZIE, Mk
FRIEME ISR T D EHMmEE AT THEDE S SZEOTDIZHETWD. 2 Tl
PREMEClE, BN Pl CREE T v 7 LIe XU FE2HWESEAETHS.

Z 2T, Al R ERE 2 e b O E A R LTV DL FAUEERESE DY 50%LL E T,
BRI RO N5 AR T, 7 v 7 THEOEKERE 720 MPa & [A%72 DI,
SR Ta =176° TETHSD. ZHUIH LT, < SWEIRTED a = 140° T
R10 TIE, HMEsN 35% D & & ITHKMHE 600 MPa 7~ L T\ 5. % LT 70%EHE1C
ELZEEOPEHHEETIE, 7y 7 LTEIZHLTH BREBLTWD., Znbnz
EDBIRWHFE TIERH M BN 8 2 S5 7-0121%, AR TS SOBIRT A%
AW, SOICTHEAEREREST LI LA EHWTE 5.
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1000

800

600

400

Mean pressure [MPa]

200

Fig. 3-54 Mean pressure — compression ratio curves in various upsetting

Wedged die
with o = 1760\ P

Plane die \

Wedged die with
a =140° and R10

40 60 80
Compression ratio [%]
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3.7 82 TRIC L 2HEMN

3.7.1 MERBILORE

A 353 O SR LERB L0 354 OB LEZ AW -IHARIC X 5 EHi %
FLTREL, w<HE2 TRTEHYE LA THIN45mm I 5 ETHAIAL, 6
2 THERR OMENREN L ZRFTT 5. 22 TH 1 TRIE, o 23, 140° TRI0O T H%
vy, EfEEE 50%, 60% BLUN70%ET 5. 20X, ENENO—FREWE,
FUL EWBIRDTERDOE S8 75,6.0, 45 mm &R 2R B 2 ¥EHT 5. 2L &
WG BT Xmax/ Ymax 1E, THFH 1.22,1.34, 149 Thot-. Hi< 5§ 2 TREEZEOR
BRI, PR o AE AR il TR CTH SN2 H 3 F E 220, B X1 4.5 mm
272 o7,

Fig. 3-55 I%, %2 TREREE TEBRLABRA 277, Fig. 3-55(a) 1%, 1 TFEEHEM
50%EHE, Fig. 3-55(b) 1%, 5 1 TEEAS 70%JEMEORBR A 29, 5 2 TROJEMIC
XoTx, y OmGHE~MENRE L T 5. £k, MEEmAZBLE LS, Fhix
RO BRI T,

Initial diameter
dg =10 mm

Initial diameter
do =10 mm

(b) 70% compression at first stage

Fig. 3-55 Billets compressed with plane dies at second stage

Fig. 3-56 1%, 55 1 TN O 2 TE~OMEHREI L 2773, 5 1 TRIZI VT 50%
JERE U7=ikk i, MPEHAREIEE2Y 1.22 705 129 ~ENL7=. £ L CTH 1 TREICE
VT 60%EAE U725 BR A O ERREILEIE, 1.34 205 1.46 ~EEIIL, 1 TRIZEW,
T 70%/E4E L7=iRBR 1272 D EMBHAREN LI, 149005 1.74 L7200, b KE bt
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BHREEI L 23S ST,

Fig. 3-57 1%, %52 LRIZHIT HME—JEMFERMN A R~T. ZoRIZIE, Fr LET
BN 45 mmIZR D ETIAIAALEWES Y. 81 LR T, o = 140° TRI10
O ETEZRHW, JAIZ 50%, 60% 35X OV 70% JEHE L7222, 52 TRICBWT
Wi CETEM L7z, 8 2 TRTIE, BB oLA0m»bIERICEMfSD. £
DD, HUIED ORTEINNS VO, WIHOEMREREI NS WO ThD. 56
WCHEAMEL T, 28 1 TRETHROTROEI EFRUE S, SF 0 RBRA Emoaegn
B 5 B9 5 &, MBI LRI K DEME & v & 72 0 ML T s,

2.0
[ [ Initial 1.74

o 1.8 I =1St stage
< i 2nd stage
S16 | 1.46 1.4
°
=14 r 1.29
g | 12
1.2
©
=

1.0

15t50% comp. 1%t 60% comp. 1%t 70% comp.

Fig. 3-56  Material flow ratio after first stage and second stage

250
i 7]
000 - T A .
I Plane die
—_— " ond H
Z' 150 | 21 stage compression
€ 100 |
| L
50
0 1
0 20 40 60 80

Compression ratio [%]

Fig. 3-57 Load - compression ratio curves in second stage
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3.8 #E

PR D Wi 7 [ RS A F2 A 33 1T 2 (T A Sl 00 i & 3R, R E OB R L S 0T 1B 4
fh, S5121E, FETEBIRICET &0, MEGEENC RIETHEIc SV CHE L,
VLT OfE R A 157

1) AFERER O R EAE TUE, R STV 70y x B EH I IR it B
T5. ZOMEIOENT, mOHHmIL T”/hal, B P R TREDN-
7.

2) MAERER A O R LR T, x FTE~OM B O IE NI AFERER A & [ TR
THoD. IMAT, o B BT < TIEHR259 <, HBEBEICTWER 2R LIz

3) MMM R IEAGIC T ML, PHAAOEEL YD 10%~15%&EN-7T-. 7=, =
FEMBETe LR TF LR L A AL DORNZRE LT BZRxIzEmL o Tz,

4) W7 BT T EOEAARTIE, B2 TR W THFENT X0 30k 72 [
EHLETECEMRT S L, HEOHWITEIZ EMMMO R B 5 a ~FEm A
DIENT 5. 2oL EOREE [ B, K TH 8WRE TH-7=.

5) REIZIMZA LI ISR T E T, AEADOKEWIRILAOHETTH &I
XU TCHEARFROBEERIIEZ KRELSTHI LN TE, ZOBERERIEIZL -
THMEHRENL Lx /Ly S RE LD 2 EnginoT-.

6) ETEICTHA & TEZHWTH AT, THA a NS 251EE, DFEVH
BANKEVITE, B2 Z 03 aho7z. LacL, THA a 28, KEIC
W< 72 % EPRAZMERI LT 503, MEHREILIZR K TH 10%< 5\ Th -T2,

7) Fedm s EREE R 2 L TRAIZ X 298AA TIE, RBKRE < 72513 EIRFLEH
Ry m LD e, Kb/ EE b ERTD 2 Enbiork.

8) < SV LHIC K o TKEF MM &5 25 Z &%, MEHREIE Xmax / Ymax (B
M Ol & Eihott) om BRI THS. & 201E, <SR ETAE
DOTEF 140° , TEMA P RI0O D& & T, 70%EHMET 2 EMEHREIE Xmax / Ymax 23
1.49 L 72 5 RMWr s M G bz,
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9) < SV ELAE MV IHAMCBNT, AL S VEAIE, BV E
R CHEINAVE Ul THAPERERE T 5 &, IROERSRICE T 5 H & M
TEIM, KEARTAAPERIC LT b FERIT 809D 1T HIAS A LT

10) < SRR THIZE > THAPRO/NSWTEEZ V25 & AR &l TE
i T, MHYOTHRORKREISTDONANRKE S Bir ol AR TIE, ik
DM ROEE GeMFEOMNE) (COT RIS IoEFRA L. —J,
HHAREME T, EMmOMEE NIk ) REROTHR LIS, L K& 2HE
WTHLNT.

11) H1TRIC SRR TR Z AW TEM L7, %2 TR CTHERT S &,
MERREN IR S HITHm L 7=,
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AT FEEERITH L

4.1 WS

RIS BT, SN ORGSR S F 2 AT 2 212 X 2 FEdls R
R, d6 K OGLERM Ofh 72 b B B #EEIC X 2 FEsxFR L 2 s 3 2 ik & R4
L7z, ZNZEILICRESE, RETIE, Fig 4-1 (2T X 9 72 " ilsh GEdbx
FARER L) ARV E CHRIET 5 2 L 24T, 2O OREICIE, %I7H
HLUICE DEIERN —ROICAHNLRTRY, EEEEMNAEN ENHETH
L. HBIIFHH LICE, FEM R0FEBRZ LI2 L0 £ < OF%E D908 ThhTng. &
SICHEZ TP 2 HiE L L ToiiE 7 ELIRE SN0 n S Tri%<
AWbnTng., KETHE, A7V v hAT 4 U712 L DM EHREI~DO 2R L O
A7 MEF IR LI X 2 R 5 O R A EARIRIZ DV T EBR & FEM g T % )
WTHRFTL, 27V v MEEZRETD.

Fig. 4-1 Two branches parts
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4.2 A7V v hMEE

4,21 A7V AT 4T X7 v MEFHH L
27w MEE S, R ERIET 5700 LikE LTARIRETHH O
Thbh, UUTO, OIZ-TINLORHTHS.
DAT Y v b~T 4T
AT Y bAT 4 7L, MBtO—fZza 7 I O Z ATHIRL, a2
T X0 e Ui eb & o FIC RPN ERET AL Th 5.
@ATY v MEGFHHIL
27U MEHFH L &%, BB IVEZ 20T FIC ko TR L, #
Bl & SR PTAC =AM T 2 N TIETH 5.
Fig. 4-2 1327V v MEEOKAXZ/RT.  Fig. 4-2@) ZA 7V > h~TFT 47
R L, Fig.4-2(b) 1ZA 7V v ML L EZRT.
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(@) Split heading (b) Sprit backward extrusion
Fig. 4-2 Diagram of split forging
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4.3 Ry bANT 4T

4.3.1 ZEBRFE

EERIZIL, 4RV vy v XLV REEN, v— R THIAAMEZHE Lz, v
F FREEIX 043 mmis THD. Fig.4-3 1%, A7V v MEAGLOTRIRER K 27~
Y/ E// 8N/ /NN/ N/ 4

Load cell ~

hﬂ#

LiJ

|
Punch — |

J/ Lubricant

Billet

Container

ﬂ/ﬂ¢ﬂﬂﬂ%ﬂﬂﬂﬁ
Fig. 4-3 Diagram of split heading

4.3.2 RBABIXOERSME

AR A1, AL070-0 B 2 H 2. 2 OREHZ, JEREERIZ L - TR Yo = 45 MPa,
PRI Y =115 MPa (0.1 = ¢ = 0.7) CIIRL T 72, Z OO MR % Fig.

4-4 |25,

SRR 1X, B2 Do=20mm T, 5 & Ho =45, 50,55, 60 mm & L CakBR A R 30 mm
ZEL20mm OIS, T FhbEORERAFZEHE h = 15,20, 25,30 mm &

T5.
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HVEANZ, 4HE(T5%) & HEn25%) OEAH (LUK BG Lad) ZHW=., 20
BRI ZEN Lo 7 —o VBRI p 2 ) o ZEMRBRIC LV E L. U v
7 TERERBRIC W BR A, AME 16 mm, NEE 8 mm, HE 533 mm DY T
b5, U TEMRERCRD =7 —m UEEREIE, 1=0.06 TH-7-.

150

120 [

©
o
T

O :result of the test
— :approximate curve

True stress Y [MPa]
(o))
o

30 Y = 11502 MPa
01=¢=0.7
0 L L L
0 0.5 1 1.5 2

True strain ¢
Fig. 4-4 Plasticity curve of A1070-O material

4.3.3 NUFHER

ATV bANT 4 IR F OME X, SKD11 (BEAIL- BEZ K L 61 HRC)
Thsn. TEREZZ7 v MEETFL, £ ZIT02umRz TH 5.

REBRTIE, SEMBIRNRAR 2 2 FEO R FE AW, i EHIT o -
SEN T, BRI OSSN RATE FIAMRIC LD EHBIC/RDHEE T THDH. v
FOEEIL, t=5,8,12mm DR L 3FERFED /N F & -,

Fig. 4-51%, /S FRERT.  Fig. 4-5@) 1%, FEE X FERL, SUFED
JBEBIZIX, ROS ZfFiF7=. Fig.4-5(b) 1%, MHEE/ X FA2/RL, U FEX1=5,8,12
mm (IR D 0L, TNEFINR=254,6mm CTHD. FEE, HEOLLL
DR FIZBNTY, NUFRITFRAOERESIIw=50mm Th 5.
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g t-0.5
r%’\ :
- i
5 t
S / .
(a) Flat nose (b) Cylindrical nose

Fig. 4-5 Shape of punch for split heading
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44 R TV v bAT 4 VT ERER

4.4.1 BHEOEE

ATy hAT 4 o TIZBWTHRBRA OB E AR D IZDIZH LN LD
Fig. 4-6 IZ R T X Y IBIER L -T2, NUFDOESFHHEZ X, XU FOWEGH%Z Yy
ET 5. AR OMEITHIRICT DN E, O R % RERAT & EERE I T RE Rk
ERA LV I A B A—FIZTHHEID Z & THEMImOE &2~ 7-. 7 #ic
TEQTN XL, a7 HCND B2 T Bikm & — 8T 5885 (MEHEER
25 30mm OESy) A1 E LT, B Bl ~mroTEyFH5mmHET 2, 3

ENEIZIF 23, h=45mm TiX EdEima 4, h=60mm TiX ESam2A 7 &2 5. z il

AT 720 N & XM E %2 45 LCTa, b,c,d & L7z, Fig. 47 1%, &z AN

BB ORBEF Y TN ERT. IO TORRICBIT 2L &L HE L.

Billet
d%\ a7 b7
¢ o

A ® \. 1

¢ *©] | d6 'ab b6

Billet B ¢ f *
d5 'ab b5

[ ® ®
da 'ad b4

d b = ® ¥ ) ®
d3 1a3 b3

) > ) ®

d2 a2 b2 2z

: . ®
a Container ¢ ’, ‘
dl ial bl X

Fig. 4-6 Measurement points of billet on heading
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Fig. 4-7 Samples after split heading

Fig. 4-8 1%, /S FHLIARRICIIT D28 H & T & OB TR INE B 2 4 B
FENZIER URT. ZHE A o —2 s=10 mm OEORER F IR TH 5. Fig. 4-8(a)
I%, HEE/ N> T, Fig. 4-8(b) 1%, FEE R T2 LIAATEREO x FROIRTH 5.
ELLLNRUTE FOEGAA~OEY HLNRKEL, ZHE N /NS 25I1E 805
DHLIZRELS s, Tt h /WS R e F a7 FoMnk v,
ZOMTHEINER SN0 TH 5. Fiz, HETII SV TE FOMEOZD R
DHLTWDH, FEETIEME B 5mm O E THRRESEVHLTNS. &
AU, FE S F TN T E I LIAA T 5 OB IE B 7 o~z < < g
B~ TH D.

Fig. 4-8(c) (XMEBA /N F, Fig. 4-8(d) (T FEEA N F 2 LIAATZRED y Fi DR
THDH. h = 25 mm TIFMEHAE 2N E S 72 HIlE 72> TWD R h = 20mm Tl
AT FEENPLEMICEY HL TS, RO NIZEY HToix, RvTk
ar7hnEL, MR RAEN DD THD. h/hSnk &, 23IZEY 1
TOFNRFLarTFOMPRLS b 2Hl, TORTHEM I T TL %
e Thd. £, MENRCFORLITRA~OHRY H UL FEE AN F Ok L &
P L TREL, KR h VNSV EEFICHETH D, ZHUIHBE AN F TN F
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A LIANTEER 7y DREE & X TF & a7 O/ THEME S VDM w2 G
S TREBLFHANFTNLTNDEDTHS.

60 7
55
IS .
E, £ 505
= E
o N
g < 45
c QL !
S < 40
8 S
© 8 35
o
7 [ [ 30 . ] ] ]
0 10 12 14 16 0 10 12 14 16
Coordinate of x [mm] Coordinate of x [mm]
(@) x dimension of cylindrical nose punch (b) x dimension of flat nose punch
60;2§§7 60 77255
" /i
55 a6l 55! a6]
—_ y
E ~
50 £
3 £ 501
E 45' s 45'
g L
£ 40 S 40
'g l 5
8 35 § 35
30 L 30
0 10 12 14 16 0 10 _12 14 16
Coordinate of y [mm] Coordinate of y [mm]

(c) y dimension of cylindrical nose punch (d) y dimension of flat nose punch

Fig. 4-8 Billets change dimensions of each jutting

4.4.2 XUFEEDERE

Fig. 4-9 1%, "V FREZTLIZBITHA hue—7 —WEEKZRT. N FIiE, F
BHEMEA R T EEA L, BB OZEHEIZTh=30mm & L. M3+ 5
ThHD. N F AT E 2 B A WA CHl > 28I Q Zr"d. Q &4
BEOBEIRIET) Yo THI= 72 Q1 Yo b AR 7. EE DR EF VWt =12 mm OFga
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FTIE, Aha—2H»N5 Q/Yo>172DT, MEO N E THIAENS Z &7
%. LS s> 5 mm TiE FEROMEBHIM 2 Ul TITHRA A Z G LT\ 5 &4
s, BEO/hSWt=5mm TIE, FEE AN F OB FEMEOIRIAZ AT
12< <, MHEERXFOF B LU TFEMEOALNE ULT V., JEXO/NEWFEEHE
INF TN FE TS RN ETERET L, WMEH/NS WD TEOIELE
BN B EE LD ENTE LI EEZLND. LiL, N FHiAL
IR ENPRELS 2D L, THTXZATODEZIEINCN 2 <HEAEND L)
b Ao,

4 1 ' ' 300
_ Pressing load
"~ Initial cross section, A, ;
3IF — =
—] |_| Flat nose 8’
° =200 <
> T ] . S
S - = :] U Cylindrical nose 2
2 - o
S
2
100 ¢
3
1 =
0
0 0

Stroke [mm]

Fig. 4-9 Diagram of stroke - nominal stresses

Fig. 4-10 ICA Fr—27 R 5mm TONCFREI T E O FELRT. 2 22
B E h OMFEZBEER CHIAAFERO N FHESRLTWS, 27U v MEA
HTEFMH LR/ NSWE AN TFHENKRE L, I LERRE S RD LN TFIiH
JEIZ/NE <22 %, ZHUFTIH LS/ N S b DI IERRIR A~ D /S FH LIAZIZIT <
RHTOBRIETT LD REL 2D, I LEDRKE L 2 DITONTHEEER ZRA
PRAEL R D T2/ FHEEPMEDOERIGTIT SN TN EEZX 6.
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Thickness of punch / Billet diameter : t/ d

E‘ 0.25 04 0.6
s 400 T T T
g » D
=
2 300} —— Cylindrical nose
= . Flat nose
; h =30 MM S, h=15mm
2 200f- B s
A B W e
s | TN T
6 ] _ ) faa,
§_ 100f=.....On heading, h =15 mm(simple upset) . .~® . ...
= On heading, h =30 mm
[<B}
= | | |
0 5 8 12

Thickness of punch t [mm]

Fig. 4-10 Mean punch pressure (s =5 mm)

4. 4.3 BRNERIS 15340

Fig. 4-11 {2285 h = 30 mm TORNERIS oA 2 RmT . S FIIHEDIE S 2N 8
mm T, Abha—2s = 10mm THRLRER X FHSHBHTZs=10mm O DT
b5, ZIUIHEIOHRLEES y B Ch . Fig. 4-11(a) 13X, x FAiS (o) Th
%. /NUFHETIT 20 [MPa] FREED x FRI~DF[RIG 1233 AE L T\ 5. Fig. 4-11(b)
X, ZOLEOEHEEISITHD. /XU FEHFTIE, —20 [MPa] FEEOEHE S
ETR o TR VIREIS NIRRT & 72 D 12 OMEHNEE CEIN AR AT 5 /[ REMED &
5.

Fig. 4-12 1%, €& h=15mm TOWHEIS 1ozt N FIIHBEORE S 8
mm T, A hE—7s = 10mm TiRbRER X FESHBHIZs=2mm D E D Th
L. ZHUIMEIOHRILEEDS y WiE T 5. Fig. 4-12(@) 1%, x HH /(o) TH Y,
SNUFETIC 10 [MPa] L FOBIRIESINFEL TWD Z LoD, Fig. 4-12(b)
1%, ZOFRFOYEEJHEEES S TR FEE L TWDHESTIL, —10 [MPa] LA F D
JEREIG ) & 72 o TEBVARAE SIDBEREIS D L 725728, ZBHENRKE WIS L
T, ZHENNZ DG ZITHEINEEINIERAELIZS SR> TWAH. Ziudar T
TN L BRI BUTUVMLE THERS, S FIZ ko THIRT 2720 EE NS D
NE&EZ T CEMGICES W B2 5.
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Stress [MPa] [ N N I

NS R
10mm , '

., -

(a) Hydrostatic stress, om (b) Stress of x direction, ox

Fig. 4-11 Distributed internal stress in billets (h = 30 mm, s = 10 mm)

Stress [MPa] [ NN
-40 -30 -20 -10 0 10 20 30 40

el

10mm

—

M  na

(a) Hydrostatic stress, om (b) Stress of x direction, ox.

Fig. 4-12 Distributed internal stress in billets (h =15 mm, s =2 mm)
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4.5 27V v pEFFHL

4.5.1 FEBFIE

27y MEFHH LTI, A7Y v MEAAR LRI CEELE W, SUF TR
WX 043 mmis TohD. Fig. 4-13 1A 7Y »v MMEFH LiIck T 2B R IX %2 =
T ATV MEFHH L TIE, 2722 2 FEOWMESMHICHE N TER L. LUT
WZENENOWE 2 /RT .

OATY v MEFHH L

REBANMEE 2T Ik > CTRACHE L, MEHRE Z BT EfE T 5

MTETHS.

QR AT Y » MMEIFHIH L

REBA EXar T o= 2L, MEE a2 T oy A EFE 2 5

SYBICAERN L C, MOBWEE A RETRICERE T 5 M TIETH 5.

L UL L YL

I
I
Load cell.

Punch —

—

i

V4 ////;r////////////////f///

Fig. 4-13 Diagram of split backward extrusion

Ny P
Container -

|
|
I
|
1
|
Billet\+
|
1
|
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4.5.2 RBABIOERSEMH

AER A1, A1070-O #MaMWo. ZoMEHX, A7V v MEIAZTHWZRERA
EFRICTHD.

27y MRHLICHWEZRBRA X, Efd=20mm T, &S H=20 mm OMFE
MThd., SHIEMRATY v MR LTI, MEOMIETZ —miEicbri L
AR TR Z 2. Fig. 4-14 103, IR\ > MiH L THWZRBR A B A
RY. Fig. 4-14(a) 1%, MHEMOAE N HIES b 720 EATICkRE Lz wEiERIR &
Y. Fig. 4-14(b) 1%, FFEMOANE N GES b 720 HIVERICERE L 7= FINEE
WE2TRT. FHEMOMERER r L, 10mm ThHDH7e®, TNENDORERS b B I
br&Ebc=b/r % Table. 4-1 127”77, HMEZ & L2WVWHAEMIZb=0TH D7D, ¢
=0 Chsb. _mEIZLIZEZORERS D 1X, 0.752,3mm &0, ZHUIxHsd
LHrEthc 1%, ££40.075,02,03 &705. HINEICHBWTIE, BRERS b I,
1.5, 4mm T, ZIUIKIGET DFREK C X, #1£41 015,04 725, Z2CTc=04
OB, FEND OREEMEZ IS L “HiED c=03 LFRLTHD.

HEEIE, AE(T5%) & BEn(25%) DIREGA] (LUK BG LRd.) LEEDRRD
#LJl VG100, VG2 # vz, FT7 VB UMIEL7=b D% Dry & Liz. EhEho
FVEAIZEH L0 7 —a VBRI w2 ) V7 EfARBRIC L D E L. U v
T IERERBRIC AW E BRI, MR 16 mm, N 8mm, mE533mmaY ST
b5, VT EMABR TR 7 —r VEESSIE, BG, VG100, VG2, Dry DJiA
(2 p=0.06, 0.09, 0.13, 0.19 TH-7-.

(@) Two flat sides (b) Two round sides

Fig. 4-14 Billets shape on split-backward extrusion
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Table 4-1 Billets dimension on split-backward extrusion

Shape of groove Two flat sides Two round sides (R10)
Radius of billet, r [mm] 10 10
Cutting depth, b [mm] 0.75 2 E 3 1.5 E 4
Ratio of two cutting depth E
c=b/r 0.075 0.2 0.3 0.15 % 0.4

4.5.3 RXUFEIR

27V METTIH LIZHWZ S F OME X SKD1L (BEAAL-BEZ R L 61 HRC),
v Mt EFT, REME02um Rz ThsH. Fig. 4-151%, A7 U v MEFMHL
W 3 ORI GE M Z R, Fig. 4-15(a) 1%, Selmi o A LEE/ R F
ZR L, Fig. 4-15(b) 1%, Jetm/s AT & St CHBIZ 2 2B~ F &2 Lo L, Fig.
4-15(c) 1%, N FEIRIMERAE Z DT 2l S T 2R T, T DR TR
X, t=5, 8, 12mm DR DR 3 FEIHEZ .

Table 4-2 1%, ZHNEND /N FHRIHIROFEM A R 3. FEH/ S FTiE, t=5,8, 12
mm CREILLEFERs=0.5mm, &5, t=8mm 2BV T, BILAEFERs=1,1.7,2.8
mm b AW, [EE ST T, eima s b K9, t=5,8,12mm T
X, FNENR=254060mm &5, 5, t=8mm TiZR=6, 12mm ZH
W ERMEE N FTIE, t =8 mm & VTR d A% 150°, 160°, 170°0> 3 FEEA
EHWE. B0 AT Y » MEFHH LICEBIT 2 Er= Ay [ ( Ao—Ap )T/
FOEIZTEIZt=5, 8, 12mm [ZxLT15, 20, 35 %75, ZZT, Aold#ifkt
WIHAWTHFE C, Ap T THREERE CTH L. A7 U » MMEFHFH LD/ XU TIE w=20
mm C, % Dia. 20 mm Ok E LTa 7 FRENCH 9 Lo IlZ L.

=

t-05 .

>
<

i
«

] i

t
— — -
. d
S Dy y i,

(a) Flat nose (b) Cylindrical nose (c) Wedged nose
Fig. 4-15 Shape of punch on split-backward extrusion
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Table 4-2 Shape of punches dimension

Shape of tip Thickness [mm], Rs, R [mm] Rati.o of
t Wedged angle, d [°]| extrusion, Er
5 0.5 15
...................... 05
Flat nose 8 ........................ 1 ........................ 2
...................... L7
2.8
12 0.5 3.5
5 2.5 15
........................ 4
Cylindrical nose 8 | 6 2
11.5
12 6 3.5
..................... 70
Wedged nose 8 | 160 2
150
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4.6 A7V v MREHLUEBFER

4.6.1 RUFEIIZLDME~DOEE

Fig. 4-16 [TV TFMEITE DA e —7 —ffEFEKEZRT. X e —7 P TlT,
MHEE R F ORFENFIHA R F L0 /NS, HEEARFIL, NI o TED
MEIRERIZ RSN T W eE 265, LinL, A he—27 3 L[
SE N T OMENBIE LT, FHEAVTFOMELYRELIRD. Z LT, BOKED
INCOFTE, NEWAMB—=IBEDO XD RWMEOWHENET, WIS F O
HAMHEANCTFOMELY BRI 2o TS,

Fig. 4-17 1%, A b —27R5mm O L XOHH LT E DU TFHEEZRT. N
F RIS EH GO T H /N FIE I 8mm, I LS 2 (TR
FHEENR/NEIRSTNDZ N, ZIUI— &N v 7 O% G L L F
CThsd. A7V v MEAFHH L CIEEANCTFZ2HEHL, N FEZt=8mm T
b EMEL ooz,

140

L4
a-"'

;~ Cylindrical t = 12 mm

120
100

(]
o

Load [kN]
B (@]
o o

N
o

0 2 4 6 8 10 12 14 16
Stroke [mm]

Fig. 4-16 Diagram of stroke — load using cylinder billets
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Extrusion ratio

15 2.0 35
T 1 I

S 600 [~ — Cylindrical nose punch

= — Flat nose punch

) \@\/

5

2 400 -

[«B}

S

S Punch

=

2 200

C

3

S Billet

0 1 I 1

5 8 12

Punch thickness [mm]

Fig. 4-17 Relationship between mean punch pressure and extrusion ratios

4.6.2 HBREMHC X DHE~DEE

Fig. 4-18 1%, %72 27IBANCK L CTHEA S FE2 AW A b —7 — i ERE %
R ZOLEXOMH LI, 20 THDH. VG2 TiE, FIIA hr—2I1Z8\THr
ERRMIC R L2, 2k, AR Dry & RIS RN ENEZ R LT
%. —JF, VG100 Tix, BG LRI UL bW EHZR2MIIRRETH D, o F i3 kimn
MEACE ZIL8 mm ZHW\ ., SEIOFERTIEIA hr—27 I#HIcsVT VG2 Ti b
MENE LY, WMENS—EILR->T-% TIE Dry BN b@ W irEE R L, w5k
AREIZDlE>Tar T F~OEEICLA2ER RO, VGL00 Tik, Bk 4ME
WZEBDO~ZHNE LN, ZOZ ENDEOEmWNEERZER LS a ik
T, Abha—2%LETWEMINOE, RBAINEO~ZHRMEEY 700, H
WRINE IS SN D 2 & TREORVIRERHES Z LI Ko THEMEL ol
EEZBN5.  Fig. 419 1%, EBRZEORBRA 2/~7. Fig. 4-19(a) 1%, M4
g & BN oIRAH &2 W= B i 21k L, Fig. 4-19(b) 1%, VG100 % >, Fig. 4-19(c)
%, VG2 Z M\, Fig.4-19(d) 1%, Dry &Mt FickT 2B &2~

A7y METTHE LICEB T DREBMOK & LT b L2 %) D% 2
L. BHFHHLICBWTRRBR A LNV FBLIORBRT L T F0 2 SOl
EAFEET D, 20 2 DOHMmEIZIE, B 5MiEHE28m L. BB LT
OFEERRmEIZIX, VG2 &AL, ARA & a7 oEmmIziX, BG #%AA L T/t
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fE L7=. Fig.4-18 121X, FETBG& VG2 Z/ R L TW5. EBNMD, ZDLExDA
Fe— 7 BN XA E EAIE, 2ToEMmmIC BG 28 LMmMELF L Th-o
. o Enn, BB LS TICRT D RE O BB LSBT, 1FE
A EEELS, R L o T T OISR A BB ARG 92 &3, i K
WCEROIRDB DL Z ERnghoT-.

120 19)
i Dry w;(). 41 700
i BG & VG2 y
VG2 (1=0.13) T
80 } 1 500 =
z =0.09 ©
= VG100(1=0.09) ] 400 &
e o wn
< @
3 _ { 300 =
40 Beef fat and Graphite S
1 200 <
20 1 100
O . . . . [ . . [ . . [ . . 0
0 3 6 9 12 15

Stroke [mm]

Fig. 4-18 Diagram of stroke — load by using each lubricant
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(a) Beef fat & graphite

| 10 mm |

(c) VG2

Fig. 4-19 Billet after test under different lubricating conditions by using cylindrical punch
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4.7 BERHEATY v MEFHLH LERER

4.7. 1 A BHRIZ L BATHE~DEE

Fig. 4-20 1%, B MM OMEREIRZS E DA e —7 - EHRHER~T. X
CFIE, BEEt=8mmOMEE S FE W, ML, BG THDH. AMEHMAlIHE D
BRERE /N EV c=0.075 OFFEIE, BRELARVWC=0DHELFRLTHD. 2D
EMD ¢ =0.075 T, mEMEBIZHRIT V. MEHIlEOPRERERS e 28, 0.15 %
L<IE, i RE< DL, ISR b —7 THEMEFLTWSD., AR
a— 7 NN 5 &, flfEERELZE Ly MOT AME ML T, Ml a2 %
ELTWRWEBOMEE L Y MIxtT A E & R UEICET S, MEORERES
MRENHLDIFE, WEOMEN—HTIHA ba—2FKEL 25, [FUKEER
EL7-"HEc=03 LMHiWECc=04 TiXc=03 DMEMES 2o TWDH. T
c=03DIEH>NREBRAAE & 3T L OEMEREN NS S BEN NS R0
2EEZLOND. BMEEINKEWEEE Ly Mo T oM osEmiEii ) S
V. Z ORI/ W, O T ORI T 5. FFERI
fEEZ FIFDZ &b B2 6N5.

FEEHAIE 2 R L7256, ¢>0.15 TOMEIL, MEREDRNAT Y v MEITH
HLUOHEE L TR b —2 gIIc/hEwn. SVERRO H 25 A & flm bR 5=
L7 CRIFRE DM E /25O “HETiXc=02 Ts=7mm, ¢=03 CTs=11
mm, HI#ED c=0.15 Ts=65mm, ¢c=04Ts=9mm®D L xTHV, BREKE
ERELTHEMEDME T T LFHANEL oo TS, ZHUIMBIBREE 3 Felw 9
DI ENS L 725729 THhDH.  Fig. 4-21 1%, s =5 mm TO/RUFHE
Thsb. _miExE L7256, c=0.075 TIIXHEM EIEE A EFR U AN TFHEIETEDR,
MEREERFENRKEL DI OoN TR FHEHENMEFT D2 E83b0%. ¢=02T
O/ FHEIZHAEM TORCTHIED 7E], ¢ =0.3 TO/NFEEIZHEMTO
NRUFHED 4 BlL72o7= ML & o TR G [RERICHEREEREN R E LD
EOXUTHEN FAY ¢ =15 TO/N FEEILAFEM O/ FHEED 8 Fl, ¢=0.4
TONXCFEHEFTHREM TONRCFEHED 5 ELo7-. ¢ NEBITKRELIRD L
SRR DNEL 72 5.
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c=0075, °° 0.15  ¢=0(cylinder){ 600
' (round sides) T
80 | S
1 500 =
"
zZ c=02 1 400 3
= 60 c=03 g
g o
3 c=04 1 300 S
40 (round sides) S
1200 2
20 g

1 100

c=b/r
0 L L L L L L L L L L O
0 3 6 9 12 15

Stroke [mm]

Fig. 4-20 Diagram of stroke — load by using each billet shape

(2]
o
o

Two round sides

-

S
o
o
1 |1
|
/

200
N Two flat sides

Bearing stress of punch [MPa]

1 1 1 1
0.1 0.2 0.3 0.4 0.5
Depth of removal ratio

(@)

o

Fig. 4-21 Relationship between mean punch pressure and depth of removal ratio
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Fig. 4-22 1%, FEM i T V7o ARE M 70 R RIS 104 9. Z AU B
NUFTESt=8mm ZH\W =,  Fig. 4-22(a) 1X, 27V v MMEHFIH L TH B
ERROHBEM DA Fr—2 s=5mm Z/~7. Fig. 4-22(b) 1%, ¢=0.2 Ts=5mm,
Fig. 4-22(c) 1%, ¢=02Ts=65mm%zZ L C\5. _HEc=02% & >7HE5T
X, MEBREOIEENE X L, SEHREIS ) OMIHENME o T D, T
MEVERRE L THRNNESL RolzledTh D, ZOOMIMENMETLEZES
Z b5, Fig. 4-23 1%, HEE XU F &2 - g ¢ = 0.2 1281 2 BRI & &
Btk ORER A &7, Fig. 4-23@) X, A Fr—22 1 mm ORBRFZ5R<L, Fig.
4-23(b) 1%, A buE—27 MR 12mm ORBRF ERT.

Hydrostatic pressure [MPa]
30 70 110 150 190 230 270

NAp g An

stroke = 5 mm stroke =5 mm stroke = 6.5 mm

(@) Cylinder (c = 0) (b) Two flat sides (c = 0.2) (c) Two flat sides (c =0.2)

Fig. 4-22 Distributed internal stress on billets of circular punch
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(b) s=12 mm

Fig. 4-23 Two flat sides billet after test by using cylindrical punch

4.7 2 a T FDRE

R OMEZFRET D2 L%, MERBICHRRH Y, ZOBRERFEIT c>0.15
THMA b —7 OMEME T Lz, 22 CTREBRA 1L, AEMEHACTa T
I2¢=0.2 &R UWimAE o O MsNEZ BN L=, Fig. 4-24 1%, & a7 FORR%E
Y. ATV EGH LICK 20 Lo FmE, —EiEEFECmE (S F
DORATHM) & Uiz, MEEANCFORCFIRMIEL, =227 FI2BMm L7z MH#EIC
BHOEIICEEZw=235mm & L7z, g c =02 &IE UARRED FElith (A5
~EPEEANREN L T D, Fig. 4-25 1%, & a7 FHIC LD R b — U @R %
Y. O T 72, CEETe=02,03 LM O c=0 bR, ENE T
FCIE, “HEMECc=02 LEBEICA M —2 s=7mm CHENEZET S, Lo Lk
RO e =02 LD ERRITED 90 [KN] & 7220 ) 10 %D ES I L 7.
ZHEMN & ar T HIcAbE R F Lo T, R T O IAREN
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BN L 72 2 NS o TS FHIEDEN L7 7= T 5.

50£0. 01
J
)
)
e A N n
oo | 0. 22 ‘ o
I : - | ©
I~ \ \ s
N [ _l
T
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Ve
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N ’#Qy
|

Fig. 4-24 Shape of container with groove at inner

100
c=0.2 ¢ =0 (cylinder) | 600
(cylinder) ]

80 g {1 500 =
' T | o
+ E
= 60 c=03 4 400 -
¥4 - —
—_— >
2 1 300 3
S 40 ] =
{1 200 S
: =

20 4 100

O L L L L L 0

0 5 10 15
Stroke [mm]

Fig. 4-25 Diagram of stroke — load by using groove container

4.7.3 XU FERBRAR DB

Fig. 4-26 1%, “FIA N F 2 HWT, Jlm/E Ml Rs ORE ST XD/ FHEE R
3. RS E HINER 2 S FIEES t TElSZETH Y, S F e HENE sy
DEEHEZRFRLTWNSD., Aba—22, s=2mm & s=5mm TlE, /R FEmDK 7
FAEAHINE 72> TEY, NoTFORENMEE AN FOMmE S FRE L 72> TWH

101



4. s=10mm TiX, XU FREEOK 4 FILLEAMINE 2> TERY, N FOmEEN
MBE/ N TFOHEELFEE 2> TND.

Fig. 4-27 1%, MBS FZHNT, NoFREOHPEEROREI T L DR
FHEETHD. BENIERMIIERZ /S FIEES t TEI BT, 0 THRIEA M,
1 CHEAEMROMINTH S, s=2mm & s=5mm TIZFEEMAIIS KE W F
DX FHEMEL 722 TV D, s =10 mm TS ML > F O JE A TF8E & A2
FED /S FHIECHEML T\ 5.

Fig. 4-28 1%, HIRMAE N FEHNWT, EMmAEICBT 2\ FhEEZRT. /3
CFIEXt=8mm 2V, ML, BGTHDH. Ahu—22, s=2mm & s=5
mm TiE, e S FORCFEEMELS, HEEIZEW R A 150° O3 F s
D HIEL o TWA. s =10 mm TiX, Jelaf/ S F O/ F e FERIZE N
NUTFHEE RS> TWD. 2O, Jelinff 170° 03, /oy FhiEEZRLTZ. Z
T S F O AaN K EZ VT Y, HEE S FLRU LD B A0S X
RFT<ARY, FRFICEBA ORI TS TEDEEBZbND. ZDD, EHIT
N F M UIADIIMEANR T LRIEONNCFHEICR D EBZZ BN,

600

E‘ s =10 mm
E 500 |
S
c 400 [
a s=5mm
S 300 F
S
& 200 |
8 100 |

O 1 1 1 1 1

0 02 04 06 0.8 1.0

Double radius of flat punch, R / Thickness of punch, t

Fig. 4-26 Punch pressure vs punch shoulder Rs by using flat nose punch
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600

g
s 500F
=
s=10 mm
% 400 .
;) 300 - s=5mm
o
47
2 200}
= w
[«B)
0 100}
O 1 | ] | ]
0 0.2 0.4 0.6 0.8 1.0

Curvature, R / Thickness of punch, t

Fig. 4-27 Punch pressure vs punch radii by using cylindrical nose punch

600

Bearing stress of punch [MPa]

.
.
.
.
.
.
.t
.
.
.
.
.
.

.
..
.
Y

180 170

160 150 Cylindrical punch
Wedged angle, d

Fig. 4-28 Punch pressure vs nose angle by using wedged nose punch
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4.8 #E=
ALYy bANT 4T

1) AR ROBENE AL TIE, BHFMH L EHND L, MEIERTS. Ll
RER A, 2RNICIEZAENTERE 2D,

2) B t=5mm OYFE/ N FII N FE MHEIC RIS EE N EFR L, mES /)N
XN P OIEEIEN B M EEZXZH I ENTE S, L LI LR
INEWENRUTFHENRKEL, LR RELS RS X TFHEFNEL D
72, MHHLENRREL RDICONNTHERREREE AL LD 2 &C, BR
Invalis Rel ANGARE

3) B D= T F b DZEHE 30 mm T, 7S FE FIZ x FIOF RIS S135%
BT D720, MENE CIREVERGE 2 Z T BN H 5.

4) KB Oa T b0 R 15mm TiX, x FHEOFIRIG b/ E < FZEIG T
TRIUE, EMISHORETH 72, 02 L NBIMEINERIC X 2 EHRREO G
CR AR

A7V MMEFHHL

1) LA 2.0 & 72 580 FJR S 8mm 3 b /3 FilEAMERL .

2) FEA L MEH/ ST IR R T OF D, WEME. Lo LAFH LRI o Bt
TlE, HEEAXCFOEFBMEMETH o7, ZiuL, R FomoMEEmIRIz LD
MBI AN T K eolo b B2 b5,

3) MEMIIZIE, VG100 045 + Fgn7n SOREEE o i\ B A T BRI SR A B
5.

BHRATY v MRGMEL

1) B 2 H I BRET 500, WMEIEBIZHHRN TS S, i, FHEES
TOMIHER D LT D72 ThHhoHEZx 65, LaL, RERTZHamic
BRE L2720 RO E SITELS 5.

2) NRUTHIRIZIR T, 170 XK IRV T HETH - 7.

3) iR TIZHB AN F (RN TR = imER) ORFIIEWWE LS 2D, /3
YFMRLL EDOERTHIUL TR S T L AR RWE & 70 5.

104



BOSE T

AMFIETIE, BREICRIT DT - R ILREZ HHREET 5 Z &IC& - T, FEfxFRz
FERA~ORG 2B ETHERT L LERE L. £7, BHOETMNH T
EIAZ, NFOE y MEIZ L o O PEE L 6D Z &R LT, &

(W s Ty 7 VT, BF (W) GacREE S O8RS I TESR, <
S OIRIRD TETHEh T IS EAMET 5 Z SIS K DM R B~ DB 2R L, FEfe FR
mZ P TE 55k RE L. ThEaRRSET, TRz IKmE TRETE
LhEERRER LI, 2RO DOFERICK LT, MEHZA T 2IENR0T AT D0
TIX, FEM f#fT 2 W TRERT L7z, B E TR Ok UL TICAIET 5.

F1ETH, #BEH~OFW=— X HiT = — AL U CERE L EHER DR
LBNTWNWDZ & & Lic. R aiEmlc, Frombfs TRk 23, HiE,
7VX%%£_L@%MK%%KomeLk.%@Lfé%ﬂ:hﬂ%:~x®
e Z 2 FEHERKI RS 5 2 BT 5 72 O O#HE OFEECMBE S Z B H 2N Lo, FRIZHT
R & B9 5 1 OFGETEIC DWW T, R U O orefasiz & A 8 R
BT, ATLBRICBW TS HRIER~NET 5 2 L 0ERZLD TR L.
INBEERT D ZLIL, BEICRBIT DRI O E RSSO,

VLD XD IC TR, PR RN A B E 2 T, R TlE, AR B0
[F) AT & dil 7 ) A 1S K 2 FER PR O R LRI Z I T&E 5 £ 9 iR, 36
\ZE DISHIZE D 55 ORI DWW TR LTz,

92 BETIE, M OO RFTIC S F 2 AL, FEXIFRIR DR %

AT, NUFOSmBIRE, FEEHEMEEO 2 FEE AV, 20 L X oMERTE A~
DB FER L FEM fi#MT 2 AW CIERITRIIR O IE 278 LT, BLFICHERZ £ &

5.

1)¥ﬁﬂy%%mwé&,7V§~ﬁykﬁ%ﬁéﬂ M&@L%@@%ﬁ‘<@
EE D /IS eolz. Thiux, £BE%ZE U THEIOEREID /> FIZI T
WIETIZROND Z EITERT D, —F, HEAACFEHWDLET X —T1v |
Fd S e 2O & ZIIMBIOILWEEICI W T, BN ITEM & A IR
AT T,
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