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(High Energy Rate Forming)
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Table. 1. Process Comparisons
Criteria ode Hot Cold Warm Isothermal
Ductility Good Poor to good | Moderate Ideal
Forming loads Moderate} High Moderate Low
Forming rate Fast Fast Fast Low
Dimensional Poor Good Moderate Good
precision ) to good
Surface finish Poor Good Moderate Good
Material Poor Moderate Good Good
conservation
Die cost Moderate{Moderate High Higher
Die life Poor Good Moderate Poor
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Table. 2. Comparison Between Forging From the Melt and Forging in the Mashy State
Forging from the Metlt Forging in the Mashy State
I. On solidification, the Workpiece Upsetting to any de-
conforms to the die cavity, gree can be incorporat-
ed. The billet's shape
differs from the
cavity's.
2. Solidification starts at the inter- The liquid phase is
face with the die while the interior | uniformly spread
is still liquid. When the interior through the workpiece
.freezes, the voiume is reduced, on the grain boundaries,
the punch(or top die) goes deeper, permitting easy shifts
and the previously frozen skin of grains throughout the
wrinkles. workpiece,
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