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Forming Technology of Large Caliber and Cavity Parts

DUAN Jian-xia, WANG Li-jun, LAN Zhi-giang

(Jinxi Industry Group Co., Ltd., Taiyuan 030027, China)

ABSTRACT: The paper aims to reduce consumption of raw materials and save cost of workblank production. The forming me-
thod was changed from original bar stock forging to pipe stock pressing shaping by rationally distributing amount of deforma-
tion in working procedures, necking the small end and expanding the large end in the mean time to press and shape through two
times of necking and one time of expanding. This process not only reduced the consumption of raw materials, but also shorten
the working hours. It is a successful pioneer in large expansion end size of large caliber tubing and provides powerful technical
support for shaping similar large diameter parts in the future. Meanwhile, it adopts the annular rejected material device, opti-
mizes traditional rejected device, eliminates hidden safety risks, and realizes semiautomatic unloading. It meets rejecting re-
quirements of large, medium and small caliper product and has fine value on popularizing and using for reference.

KEY WORDS: bar stock forging; tube necking; expanding; rejecting device

JOURNAL OF NETSHAPE FORMING ENGINEERING 69

Bl A B AR R, S 1 AL I T 5
Jr it 1 A 7 ) o R, LT B TR
AR L gl T2, B PksGa ATk S
SKOBTI T2 050k, R i ok i 1A I 9 B AR M, K
FESTUR I R [ B 2 i . R ITARFEk (LRl
1), BEf A DA 1.5 mm, IME&E KAEH @477 mm,
HERER, WALOIATEY, BAER/NIRRE

Wi B ET: 2017-05-14

PR R AR TSRS 0 L WL IET 2. WIR T H i
EIRIE T 58, %07 SR A i, MORER R AR
i, X T DOAE I & 5t O RERL, B4 R FEIRH K,
AR o AE RS ERNFE, B A
AETH I, SCREET e SRR, E it e,
$e TR PR BB 3 1 T 2SO A R R OB T2
B LS

EERBN: BEE (1979—) , k&, HBRIEN, TLHRTFT@ABELSFE,



70 R | R N 2017 4 07 H
@485
7
®425.6
L/
I Q
g 18 1 al s
S | e EER s
S = llf
321.5+0.5 212 K
(e}
< P265
®349
0
9% _lag B3 kKORFEIEEE

E1 KARK
Fig.1 Large caliber housing
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Fig.2 Small caliber housing and large caliber housing
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Fig.3 Blank of llarge caliber housing
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Fig.4 Tooling for forming of large caliber back end
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Fig.5 Traditional Fig.6 New unloading ring
rejected stock plate
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