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of Aluminum-alloy

The Effect of Preform Shape for Hot-forging Process
YM. Kwon, Y.S. Lee, J.I. Song, J.H. Lee
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Abstract

A effective and accurate method of hot-forging process is essential to the design of optimized dies
as well as workpiece of intial shape. the former is achieved by a proper forging sequence with invokes

serious problem like excessive load and die wear, die failure, underfilling and lap defects. the latter is

forming processes of

aluminum-alloy forged at an effective strain and temperature are analyzed by the finite element method.

the non-isothermal analysis have been compared with optimized in terms of preform shape

caselll. metal

achieved by a proper preform design of casel, casell,
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Fig. 8 Final load according to preform mode
of Case I, Casell, Caselll
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