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(A Study on the Manufacturing of Die and Improvement of Process in Forging Work of Alternator Rotor Pole)

BAR(HLETAAEAE), AFHNAEDAZUY), AAY(F Ve w)

Abstract

Furthermore the rothor pole, with a solid type, manufactured by cold forging process at present should

employ 3 press lines which consist of total 7 processes. Since A.S.B. treatment is prerequisite for the press

line, the 3 times of A.S.B. treatment requires a long lead time, with little contribution to the reduction in cost.

The author has investigated, through this research, the possibility of a new forging method for a rotor pole

production with (1) 2 pass instead of 3 press lines (2) only one A.S.B. treatment instead of 3 ones (3) solid

type instead of sectional type, and (4) improvment of material property during process using a modified forging

process and a specially designed die.
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Fig.! Transfer warm forging process in lst pass
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Fig2 Transfer cold forging process in 2nd pass
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Fig4 Assembly drawing of transfer cold forging dies
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Fig.16 The abrasion phenomena in a part in point 8 of

die block and die bushing
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