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Die Forging Technology and Mold Design of High Hub Gear Blank

YANG Ji-zhang', SUN Jian-jun*, WANG Wei', LING Shu-ping'
(1. Shanxi Limin Industry Co. . Ltd. . Taigu 030812, China;
2. Nanjing Milltary Agency Jinan Branch, Jinan 250021, China)

Abstract: According to the analysis about high hub gear structure. die forging process flow for this forging piece is intro-
duced, as well as the die forging work step, cavity design and die forging operation method. And eventually the forging pro-
duction could be realized in the 3 150 T hot die forging press.
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Fig. 2 Hot forging drawing
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Fig. 3 Hot forging drawing of pre-forging

ARG T B 1 B9 45 4, T B AR o 1R BE R R
12.5 mm, MEE X 56 mm, S GRBEE S
A HEAT TR S AR AT B, IR 4. 40 WERSR
FHRRRE 152 T A SO I R ME BE B O, 3 L 78 3
JEE 3 AL OGO %o R 1 AT — IR BUBE » BUE B0, B Y
SRR FEE I i/ Bk R B 5 R 5 AR LA
T PGB N A R A S . OE BIOHL B A 18T i Bt
R B MO TR BIOML I A A S L A BIOH 2 S B
180°7E 19 #Y Jis v 14 7 A, R PR 45 4 B ity & 4
B B AR . 25 i 2 s 6 Jm H1ORHE BOH 22 1B
A, 2 1T S0 Ab R T % 4 A TR s v X LAY B OB s
JEER BT AL R TR BRI A b TR
AT Jm 7E _ERTE I UE .

FEH $60 mm<<D<<$100 mm A9 ERR}, AR I8 8 i
SRR ZEOR B R AR LN T 2. 5 BRI m =
6.6 kg, BT RRE m' =72 kg W E BT



A% 3 A 7 U B R MR O T 2 B EL ’

(¢ 100) \ S
$93.6 \ \\\\
$65.4 &A%%Z/é%&

T 1ol 15 o

i ﬁ{ OV g0 Mﬁ;( \\\\\\\\\\: 5k

5 —'S—'—'i—— - 8

v

$»90
¢ 133

K4 SR SO R

Fig. 4 Forging drawing of upsetting formation
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Fig.5 Mold structure drawing
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Fig. 6 Groove for flash of finish forging
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Fig. 7 Groove for flash of pre-forging
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