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Precision Hot-die Forging Process of the Common-rail Pipe
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ABSTRACT: In order to improve the mechanical properties and decrease the production cost of the Common-rail Pipe, preci-
sion hot forging process is employed to manufacture the part. Based on the processing analyses, shape of the forge, parting face,
and mould structure were determined, and the solid model was established. With the FEM, the distributions of velocity field,
equivalent Mises plastic strain and the curves of load-time were obtained. With engineer testing, the process scheme has been
certified, and the Common-rail Pipe were full-filled, the measure could meet all of the product requirements. It can helpful to
predigest posterior techniques and improve the mechanical properties.
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Fig.5 Principal Structure of Dies
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Fig.6 FEM Model of Common-rail Pipe Forging
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Fig.9 The Forged Part of Common-rail Pipe
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