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Numerical Simulation and Experimental Study for
Forging Process of Automotive Curved Arm
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(1. Hefei Automobile Forgings Co. , Ltd. , Hefei 230009, China;
2. Hefei University of Technology, Hefei 230009, China)

Abstract: The theoretical analysis,computer numerical simulation and experimental research are used to study the forging process
of automobile curved arm. The Deform software is used to accurately simulate the processes of roll forging, bending and forging and the
metal flowing law in these processes and the distribution of stress and strain. The distribution of the metal can be changed and the flash
size can be reduced by the improvement of the roll forging process to improve the material utilization. The experimental study of the
forging process is carried out with the existing equipment. The experimental results show that the improved forging has smaller flash
with higher material utilization,which verifies the feasibility and advantage of the improved process.
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Fig. 1 The curved arm
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Fig.2 FE model of each process
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Fig. 3 Simulation results
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Fig. 5 The roll forging dies of different steps
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Fig. 8 Existing plant equipments
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