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A Study on Optimal Process Design for Precision Cold Forging of
Automobile Compressor Clutch Hub
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(b) die for 2nd process
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(a) die for 1st process
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(c) die for 3rd process

Fig. 3 shape of die in each process
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Table.1 Forging analysis conditions
Division Condition
Materieal SM10C
Blank size @21.7 x39.5 (mm)
Temperature 20(C)
Analytical Model ISOth%’fﬁlyfi‘;rging
Punch speed 1 (mm/sec)
Coefficient of friction 0.12
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Fig. 4 foréing analysis for 1st proces“s

Fig. 5 forging analysis for 2nd process
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Fig. 6 forgmg analys1s for 3rd process
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(c) 3rd die load
38.9ton

(a) 1st die load
95ton

(b) 2nd die load
97.4ton

Fig. 7 maximum load graph
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