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Process Sequence Design in Cold Forged Part of Hub
Dae-Cheol Ko, Byung-Min Kim, Jae-Chan Choi and Se-Wook Oh

Key Words: Cold Forged Part (v} 7twt24), Process Sequence Design (%% A 4)), Rigid-Plastic
Finite Element Method (7} 44 39 4w ), Defect(743}), Preform (el =) 4 & 4])

Abstract

The Hub is an automobile component used as aircon clutch. The important aspects in cold
forging of the Hub with complex geometry are the design of an initial shape of the workpiece, the
possibility of the forming by one-stage operation and the determination of number of preforms,
etc. Based on the systematic procedure of process sequence design, in this paper, the forming
operation of cold forged part of the Hub is designed by the rigid-plastic finite element method.
The two design criterion of geometrical filling without defect and an even distribution of effective
strain in final product are investigated in controlling the initial shape of the workpiece and
preform configuration. It is noted that one preforming operation is required in order to obtain
final product of the Hub.
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