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Fig.l Three different preforms for physical
modelling. (a)straight cylinder (b)partial
bevel (c)round
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Fig. 2 Compressive and tensile strain
according to forming amount of each
preform shape
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Fig. 3 Schematic diagram of a powder
forging die set

Fig. 4 Forging die insert
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Fig. 5 Changes of product according to
different forming amounts
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