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Simulation of Roll Cam Forging Process Using a Pipe-Type Mesh Density Control
Function and Its Verification
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Fig. 1 Pipe-type density function
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Fig. 2 Schematic diagram of the process

= Ag dAz A48 20 9
gth TRelA B wpst gol 93l shutl i B0}
glom, A% Wi A Gabolth Fig 32 A4l 43 A

et 7ol A Fel whihe SAEgIt10]. B ATl e
Aorst dolEd QawE Ao o FIE 7HE=d)
Aate] AAEA G s & st o] @A g

397



St sets 2007 A At sHE =2l

= graEch wep AAE 4 99 % 74
ol whe dAe] AFE Eo B 0 dAH
KeX

Fig. 3 Deformed shape of the workpiece
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* Flow stress: & =617.0"” (MPa)
* Fiction factor: 0.1
* Velocity of upper die: -1.0 (mm/sec)
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Fig. 4 Simulation results of the workpiece
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