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Precisely Cold Forging Process and Mold Design of Contact Joe TU1

JIANG Zhi-yongl, DONG Hong-bol, ZHOU Sheng—wul, LIU Wei-li?

(1.School of Aeronautical Manufacturing Engineering, Nanchang Hangkong University, Nanchang 330063, China;
2.Jiangxi Oudi Copper Industry Co., Ltd., Shangrao 334400, China)

ABSTRACT: The paper aims to propose a new cold forging process scheme to solve shortcomings such as low processing effi-
ciency, high production cost and poor surface quality of the part obtained in the process of TU1 contact joe. The forming process
was simulated by Deform-3D software, the deformation force and the equivalent stress and strain distribution rule were obtained.
A single extrusion could be able to fully shape the hypotenuse groove and the end step, and on this basis, the forming die of
contact joe was designed. Parts of size accuracy and surface quality in line with the requirements were formed through experi-
ment. The process program and die structure design have feasibility and practicability and provide a more economical and effec-
tive method for mass production of contact joe.
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Fig.7 The cold extrusion die of TU1 contact joe
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