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The Exploration of the Forging Method for the
L arge-Middle Sze Continuous Grain Flow Crankshaft

Wan Xuyi

Abstract : This article has described and analyzed the severa upsetting forging methods of large-middle size
continuous grain flow crankshaft in detail , and presented the advantages and di sadvantages of different methods,
meanwhile the development direction of theforging method for the large-middle size continuous grain flow crank-
shaft has been set forward as well.
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Fgure.5 Theforming repelling block of crank shank
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