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Research of Radial Forging Process for Inner Sleeve of
Hydraulic Hose Coupling Using in Mine Industrial
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(1. School of Mechanical Engineering, Xi'an Jiaotong University, Xi'an 710049, China;
2. China National Erzhong Group Co. , Deyang 618000, China)

ABSTRACT: Objective With the development of the coal and iron mine industry, the forming process of hydraulic hose
coupling, which is of great importance in these industries, has drawn much attention in recent years. Methods A radial
forging process to manufacture the inner sleeve billet of the KJ-25 hydraulic hose coupling using in mine industrial is per-
formed. A FE model of the process is established under the software environment of FORGE. And the forming force, the
temperature field and the stress state of the workpiece is studied with the FE model. Results Comparing with traditional cut-
ting process, the material utilization of the radial forging process is decreased by 37% . And the forming force of each die is
measured to be only 37.3 tons under warm forging. Conclusion The radial forging process may be of general significance to
form the billet of this kind of parts.
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Fig. 1 The schematic diagram of radial forging
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Fig. 2 Dimensions and structure of the inner sleeve of the KJ25

hydraulic hose coupling
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Fig. 3 Dimensions and structure of the expected billet after radial

forging
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Fig. 4 Steps of radial forging process
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Fig. 5 Structure of a forming die
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Fig. 6 The FE model of the process under the software environ-

ment of FORGE
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Fig. 7 The temperature field of the workpiece during radial forging process
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Fig. 8 The stress state of the workpiece during radial forging process
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Fig. 9 The curve of forming force of per forming die
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Fig. 10 The billet after radial forging in FE simulation
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