o Ol B TR Fat HE3I3W
‘ JOURNAL OF NETSHAPE FORMING ENGINEERING 2012 4F 5 A

EREBHBRIZARE

KR, Rk’
(L g FREHEYLE F W T 5T A BR A /. 1095 BN 2130115
2. B EF R A RAEL {198 Jo8 214000)

BE, : 2 0BT ERHASROAARAT R, B SR8 FL—FFF L5, Xit5%24
THMHB A TERRT AL THRRBEACEAFTE RN A HEREE. FANABT FETH, & mmik,

KR ik ; Bl BERE0n; Tyl

PESES: TG316.2 X HERFRIRED: A

XEHS: 1674-6457(2012)03-0070-05

The Process of Forming a Gear by Open Die Forging
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2. Wuxi Turbine Blade Co. ,Ltd. » Wuxi 214174, China)

Abstract: The essential process of forging a gear in an opening die is upsetting, backing ring upsetting, punching, bore en-
larging by punch. and trimming. The forging drawing of the part, the dimension of the blank, the range of the forging temper-
ature, the equipment needed, the blanking process with band saw, and the induction heating of the workpiece are mentioned in
this paper.
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Fig. 2 Gear forging
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Fig. 3 The blank after upsetting
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Fig. 4 Local upsetting with backing ring
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Fig. 5 Punching process
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Fig. 6 Bore enlarging punch
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