B A K £

FORGING & STAMPING TECHNOLOGY

33 1
Vol. 33 No. 1

2008
Feb.

2
2008

311000)

32, H/3 2

c TG315 2 : B : 1000-3940 (2008) 01-0091-03

Optimized design of dieflash groove for hot die forging

Y E Huan-jun

(Hangzhou Wulin Machinery Limited Company , Hangzhou 311000, China)

Abstract : The characteristics and application for designing the die flash groove of hot dieforging were investigated The
effect on die service life of hot forging and product quality was analyzed Through the design vector experimental analy-
ses of the flash groove for hot die forging, an optimized design plan was put forward, in which the ratio of the flash
groove depth to the bridge widthis1 3 2, i.e , F= H/3 2 The experiment result indicates that a good practice

effect can be achieved by applying the optimized design plan
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Fig 3 Changing curve of vector experi ment
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Sructure and manufacturing process design of blanking diefor car brake block steel-back

TANG Jian-sheng, L U Yin
(Department of Mechanical Engineering, Henan Polytechnic Institute, Nanyang 473009, China)

Abstract : Automobile brake block is easy to be damaged , whose general service lifeis about 3x10* 5x10° km ltis
an important problem to improve the service life and cut down the costs in manufacturing brake block. The improve-
ment of structure and manufacturing process was done in the agpect of low service life of blanking dies of brake block
steel-back. The pre stressing ferrule was used to improve the structure stressed state One time wire electrode cutting
process was changed into two times manufacturing process At the same time, the heat treatment hardness was reduced
to improve the shock resistance S the die service life can be increased from several thousands up to 2 x 10°. Good re-
sults can be achieved
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