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ABSTRACT : The aim of this work was to study the forming of the front base plate and the rear base plate common-mode
die forging. By analyzing the die forging manufacturability of the front base plate and the rear base plate and by combining
the same or similar elements such as shape, size, precision, function and material designation according to the group tech-
nology, the common-mode die forging forming was achieved, which provided strong theoretical and practical support for op-
timizing die forging technology and forging die design. The die forging manufacturability of the front base plate and the rear
base plate common-mode die forging forming was excellent, and could enhance the advantages and avoid the disadvantages
of the traditional forging process and forging die design. In conclusion, the front base plate and the rear base plate common-
mode die forging forming technology achieved the results of high quality, high efficiency and low consumption.

KEY WORDS:: the front base plate and the rear base plate; die forging technology; forging die design; common-mode die
forging; group technology
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Fig. 1 Hot die forging piece of the front base plate
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Fig. 2 Hot die forging piece of the rear base plate die forging
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Fig. 3 Common-mode die forging of the front base plate and the

rear base plate
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Fig. 4 The thermal correction impression figure of the front base

plate and the rear base plate
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