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Abstract

An upper bound elemental technique(UBET) program has been developed to analyze forging
load, die-cavity filling and effective strain distribution for flash and flashless forgings. The pro-
gram consists of forward and backward tracing processes. In the forward program, flash, die filling

and forging load are predicted. In backward tracing process, the optimum dimensions of initial bil-

let in conventional forging are determined from the final-shape data based on flash design. And the

analysis is described for merit of flashless precision forging. Experiments are carried out with pure

plasticine billets at room temperature. The theoretical predictions of forging load and flow pattern

are in good agreement with the experimental results.
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Fig. 1 Normal velocity distribution on boundaries in plane-strain elements
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Fig. 3 Variation of forging loads for flash ratio
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Fig. 5 Variation of forging loads for initial billets
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