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An Investigation of Improving Yield Strength of Flange Using Hot Forging
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Fig. 1 Schematic diagram of hot forging process for flange
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Fig. 3 Average grain size in the current process
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Table 1 Design factors for optimization

Table 3 Optimal design values of hot forging

Upsetting ratio  |Pumch speed(mm/s), Ten;ﬂ?gf‘(t%r)e of

Upsetting ratio

Temperature of

Pumch speed(mm/s) billet(T)

Optimal design 0.39 19 1033
values

0.46

16

1000

0.43

19

1033

0.41

1066

0.39
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Fig. 4 Main effects plot for SN ratios

Table 2 Response Table for Signal to Noise Ratios

Level Upsetting ratio  [Pumch speed(mm/s) Ten;?lelzgga(tﬂgge of
1 -35.40 -34.79 -36.48
2 -35.08 -34.73 -34.09
3 -35.47 -34.75 -34.15
4 -34.00 -34.77 -34.33
Delta 1.40 0.06 2.39
Rank 2 3 1
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