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FIGURE.1 (a) Conventional cogging process,
(b) change of void size and length according to
forging ratio in conventional cogging process
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FIGURE.2 (a) Incremental upsetting and cogging
process, (b) change of void size and length according
to reduction ration in incremental upsetting
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€lesed and Bonded Void

FIGURES Microstructure ~ obtained ~ after 1%
incremental upsetting and diffusion bonding at
1100°C
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FIGURE.4 The microstructure obtained after 2°
incremental upsetting
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