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Forging Technology and Numerical Simulation of Distribution Cabinet Connector
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ABSTRACT: The paper aims to study the feasibility of curved surface parting technology in the forming of distribution cabinet
connector. A set of process method for parting curved surface was designed based on high tendons of distribution cabinet con-
nector. Meanwhile, a set of die with locker was designed according to the dislocation phenomenon in die assembly. In addition,
folding defects in actual production were solved by increasing blank length and fillet. At last, the forming process was simulated
with the finite element simulation software DEFORM-3D and flow of metal, equivalent strain distribution and forming load
changes were obtained. In addition, the production test was carried out according to the simulation results. Both of the simulated
results and industrial test showed that high tendons on both sides of the component could be formed completely, and there were
no folding defects. The feasibility of surface parting process in connector forming of power distribution cabinet is verified.

KEY WORDS: connector; parting line; locker; folding; finite element simulation

RER AR R —F T IZiE T Tk . FREE
HERYHC R B, — O AEAN I Y FC L &, R ICH
AGUR YA, HEE IR E— i i i 5
— FEL J6 ) FELRE 0 TC 4 LT A4 T Pl o LR T P AR
W AWK, N—IFiR i haeE > | ABURR .
AE2E . AEWARDN, BRI ZIIRE . MER L 5

W B E: 2017-09-22

PERE . RAERAR BRI & . 1EARK, (R AC AR
Gz FHEIPLE B S AR SC O, HE B s 17 i
A fe s o PR AR L AR R RCFAR R G, T34
Ferg SUTHE, FLERG PR C rAR B A B AR R
SR T I ER S B T VR T LA AR i R g 2
fE, AN = 1 (4 T A7 i

EE®E: A (1986—) , %, TRIF, TRAMAT @AMBETLEARAIAMASH



Bok Hol

R A T A BB I T TS B BB 3 183

SCHERXZ AR AT i i A A s T T
e, EEE R T 7 Lk e S e B e AR A R, e T
WA RN L L, SANR TR SR AE P
BT S B, B T R B A . e
A BT DEFORM-3D #EA7 (B AR 42 43
M, AT T Y L R AN 4 R i sh A5 A, S hR AR =
AT B IA S5 38 5, I Gl i A e e T A
(DN RI T

1 EESFEMRTZHMH

1.1 FBHEHRSH

WFFE XTGR9 1 e, g R LI 1
PR BB HPbSO-1, 45 RAF I 24 ERE, wT )
HITESD:, BE/RSZ¥E . BURTINT., Htd, drIRtker,
X B AT R R, BB AR R D
i B LA ST LI 2 i % P — O S 2R R 2544
PN o A AR 40 SRR BE 292 5 mm, B B AR
N—ABEIERN G, AR —DXFRE

Bl 1 B = dEE A

Fig.1 Three-dimensional model of connector
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Fig.2 Geometries of connector
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Fig.3 Location of parting line
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Fig.4 Location of parting surface
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Fig.7 Finite element model
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Fig.8 Forming process of connector
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Fig.10 Equivalent strain distribution of connector forming
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Fig.11 Load-time curve of punch during connector forming
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Fig.12 Objects by trail production
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