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A Study on the Hot Free Forging of Heavy Rotors Using
Conventional Dies

Kyoung-Ho Lee, Jong-Rae Cho and Won-Byong Bae

Abstract

In this research, to obtain the optimal die width of CV die(conventional die), which replaces FM die
in free forging of large scale rotor using the flat die, the model material experiments and theoretical
analysis using three dimensional FEM are performed. The FM die, which was designed to remove
Mannesmann’s effect at the central part of the ingot, has very bad workabiltity in real field, therefore
on the empirical base they use the CV die of wide width in actual working field. In this study, the
excellency of CV die is proved quantitively, and the optimal die width of CV die is determined through
the model material experiments and theoretical analysis using FEM in the point of effective strain,
stresses, and load.

Key Words : Optimal Die Width, Conventional Die, Free From Mannesmann’s Effect Die,
Effective Strain, Mean Stress, Rotor Forging
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Fig. 1 Forging process of monoblock rotor
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