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Three types of crucible furnaces:
(a) lift-out crucible,
(b) stationary pot, from which molten metal must be ladled, and

(c) tilting-pot furnace
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Calculations of Pouring System  «all 4a ghiia clilua

¢ saae ) Sl uaii S Bernoulli's theorem (s 4k ¥ il
ol dile 8 okas gl xie (head, pressure, kinetic, and friction) <l
ASY) Lpall A Gl S (Say g Ay gl
il 7 g
) Vs )= VI
h "‘f—l T —I—|—F] = h +L+—2+Fj (1)
p 28 p 2g

Where:

h: head, cm (in)

p: pressure on the liquid, N/cm? (Ib/ in®);

p : density; g/cm? (lbm/in’);

v = flow velocity; cm/s (in/sec);

g = gravitational acceleration constant,981 cm/s/s (32.2x12= 386 in/sec/sec); and
F= head losses due to friction, cm (in).
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hy+=L=h += (2)
2g 2g

(2 4k& ) Sprue —aadl sacld die  jeaiall Garall Ao ju Al Sy el
Akl olls i head gUi,Y1 ol couad) 33l die an e (5 st (2) Akl pladiuly
Basin wall (a4 Gamall Cua die uadl glé )l Sl hl 5 (hy=0) g o5&
basait Sy Ay ((vq=0 ) i e die de jull Gl lias 585 cuad) (0 5mas
c.ua.d ( 2 )MJ\.&A\
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v = /2gh (3)

Where:



v= the velocity of the liquid metal at the base of the sprue, cm/s (in/sec);
g= 981 cm/s/s (386 in/sec/sec); and
h = the height of the sprue, cm (in).

) e 50 o cuall e slate il Lgal) a5 1 5 degall A1 A5
(L) (5 me JOA W Sy eaal) Ol ) Jaxe b pas 535 continuity law

Q=viA =wvA

Where:

Q = volumetric flow rate, cma/s (in®/sec);

v = velocity as before;

A = cross sectional area of the liquid, cm? (in®); and

the subscripts refer to any two points in the flow system.

oSally (Sall g Aoyl 8 Lalissl min adadall dale 8 3305 ol ol 13
s h g EY Al 5 QI Caysad ) Caaall sacld (e LT (3 6 (5 paall o ) il
oy g 85 gate dadall DA aaal) lall Jare (8 1388 5 Cuadll 5208 die (53) 4
oy gad ol DU el st Sy SlAl Lasiy Cuaddl 2l die yA Ll LBy )
fok LSV aaall g3 allall
T=V/IQ orV/Av (5

Where:

T=mold filling time, s (sec);

V=volume of mold cavity, cm? (in);

Q= volume flow rate,

A= cross- sectional area of gate (area of sprue base or choke area),
v= velocity of liquid metal at the gate, as before.

sl Ulaal WY e ey BB (5 ) Aaleadl 4 gl (Ll e 00 O g
Jaall adate dalie colun Sy @ ey @l o Jshal @l Ll ey o) ) cllial)
A83all (e gate

A = W/Cpt\2gh  (3.6)



Where

W = casting weight,

C= flow efficiency factor (0.4-0.9) for various systems,
p= density of the metal,

t= pouring time

(1) Jha
Gale 13) el (e (e )5 eanall Gl Jaza g cuaall 3ae 8 i Ganall 4o pu 2a

)A%ﬂ\ﬁ\dg};ﬁe;aobz_S(;mz‘;_AASJQG&L:L\:\AMAJZO(;m}AM\&@J\QT

3
1560 cm
rJall
Solution:  (a) The velocity of the flowing metal at the base of thesprueis given by Eq. (3 ):
v=1/2¢h (3)
v = /2(981)(20) = 198.1 cm/s
(b) The volumetric flow rate is
Q= (25 cm:)( 198.1cm/s) = 495 cm3/s
(¢) Time required to fill a mold cavity of 1560 cm’ at this flow rate
T =1560/495 = 3.2s
(2) Jha

¢ 16 cm Al sh cuas I dole 5 ASLus 8 60cm x 30 cm x 16 cm ealasl clld ¢ Le o),
6 cm” & Jadall ahaie dalie of caale 13 QI Cay g ¢ Lol o 53U (a3l 2a
:Jadl

V = volume of mold
=60x30x16



=28800 cm®

A= area of gate =6 cm”

H = head =16 cm

vg= velocity of liquid metal of gate
=v\2gh

= \2x981x16

=177.2 cm/sec

T =time taken to fill up the mold

V _ 28800

AV 6x177.2

=27 sec

il ¢ Taper 4w g3 sile OS5 Jiatue o) (50 ahala 53 (55 o) aall (S
u&&h;@gckuhhmwﬁai M‘bi&ﬁcﬁh&;@u)&@m Gc\jg.j\&_\;u
A8a) (e Al craal) A dalis Ayl Sy, Choke G o () S sacal)

Al h
—=V= (7)

Where:

A=is the choke area,

h= height of metal from top of the pouring basin to the bottom of the sprue,and
h1 =is the height from the top of the pouring basin to the top of the sprue



(3) Jha
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o8 (385 cuaall Ja < 40 in?/s s enall Gloall Jare of Caale 13) ) 308 adais

Celld = il S sell Cmnsns ayy)
:Jal)
(A paall Bacld e Gaaall de
sprue (h =12 in. =1 ft)

V=4 200 = \/2(3;.‘2)(1)

or v =38.0 ft/s = 96 in./s. For a flow rate of 40
in3/s, the area needs to be

0in3/s
A= 5 e L‘/“ = 0.417 in?
v 96 in./s
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hi=3in., h=15in., and Al = 19.6 in?

Al h
~ =V

=4l _ 196 _ggin?
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D= E.A =3.34in
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Freezing ratio
a
X = yTb +C e, ( 4 )
o) Coa
7)
X is the freezing ratio = 4
vs

. . V¢
a is the volume ratio = o
C

b is liguid to solid shrinkage
c is the relative freezing rate of riser and casting
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c=0.8
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- Gy + O, Primary combustion in inner
cone (2/3 total heat) :

Torch 2C_H, + 20, (from cylinder)
— 4C0 +2H,
2800 - 3500 °C inner Secondary combustion in outer
CON€  envelope (1/3 total heat) :
Flame 2500 °c outer  4CO + 20, (from air)—> 4CO,
envelope

2H, + O, (from air) —p» 2H,0
1000 °C
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R = roller radius

p = roll pressure

L = contact length

B = contact angle

v, = roll speed

t, = initial plate thickness
t; = final plate thickness
v, = plate entry speed

Vv; = plate exit speed
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« If tan a > x4, the workpiece cannot be drawn.

* If =0, rolling cannot occur.
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Lo = initial plate length
Lf = final plate length

m/min

D = Roll diameter (m)
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Where:

d.. - Maximum draft successful rolling per pass
U coefficient of friction

R  :roll radius
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P =2mwNFL

Where:

P: Power (in J/s =Watt or in-lb/min)
M: Rolls rotational speed (RPM)

F: Roll Force

L: Contact length

it Al Yl (e

_ﬁé)ﬂ\'&ﬁdﬁgdﬁé)ﬂ\)ﬁu@ qu&ﬂju.nw‘ djjac.q:\ﬁ‘)i\’éﬁwm_z
d:‘s“)ﬂ\)u%d:‘hduh dhj} oslatll JJLJAJSJJM 3;5‘;:_3\15);!\ 5 A8 Aalixd -3

‘ds‘)ﬂ\c‘).ﬁdh.\
Al pall eyl 65 o Ay 0l A sl el e GBS 3083l 5, aiat -4
:\JSJJ\ 3)354“3.\....::

8aa) 55y ey =) 0.8 (Al =) 1 o (e =) 10 Laia e dapiia (sl Al
Aa Al Als jy Aate DA

Al )l dglee 8 4 U1 5 g8l -]
Add Hall dalee 8 A D) 5 0l -

Jalaa ()l 5 4883/238 50 & oAl de yu (s ) 20 8 Jadoall Hhd Caas o Cade 1))
0.2 s i) BSla¥l Jdabas Gi s K=3500 Ib/in® (asall 4 sadll

Ald jal) 568 Aoy -1

g=In-=
g

— In— = 0.223
0.8

KFI‘I

l+n

Y

3500%0.2230-2 b
= —= 2160.57
1n

1.2



L, = VRAt
L,=V20%02=2in
F=YWwWL

= 2160.5 * 10 * 2 =43210 Ib

Vi=mTD N

_ 50 %12 in/min
~ 3.14x40in
=4.78 rpm

P =2mNFL

=2%*3.14*4.78 * 43210 * 2

=2594190.1 in-lb/min

Z\JAJ.\S\ SJ.\é J\A.,'\\ =2

Caai ) )3 a35ul 300mm oN &5l dlaw (A (e (nidd adl aa

dmax = HZR
= 0.08% * 300

=1.92 mm

dmax = IJ—ZR
=0.5%* 300
=75 mm

Al A300mm Leie as) ) yhad

0.08 s ASial) Jalaa Leud g 2 L) e 418 jall-q
0.5 s& iyl Jalae Led s calud) e 4l -

JJL.\S\uJQ mJ.ﬁ\ -1

Qil..u.d\ ui& ;ﬁé).ﬁ\ =2



Cadle 13, 063 Auniy Y g Aasiia dlew JHD 40 DA Jea sl
Jda JS i (s 760mm s S5V ease s 40mm s dsgiall oY) cleddl
Gp ASaY) dilae Oy 170MPa s Gl dlea) bugie s 900mm s

t
r=1--L
tO
t
f
03=1——
40
tf=28mm

At =40 — 28 = 12mm

L, = VRAt

L, = V450 + 12
L, = 73.48mm
F=YWL

F=170*760* 73.48
F =9.5MN

6 sie Jlri) Ulay 255 4% a1l (5150.3 s Jailall 5 dalal)

Wire and Rod Drawing  (luadll g &) s

Gisb e adaiall Qi DA S5 Al sl JSl cllee saa) s SNWY) Cans

3aae Cilanhy Aulaall oded slial JKEN 8 e WS i all 8 Aol o llE gD sl

ALY Jual) g U il sill g @Dl il 5o 5 a8l i <l g6 5 oDl Leia

OES e g andl ol g e ) Gl (Jaliall @l calalll @Dl ¢ aalisadl aiia @S
AL e W gl al 4K we 2L e oDl s e e (5



/— Draw die

Starting stock

5
e

Final work size

wire drawing

Loy L e o Adapall ol aal ) o salasdl (ke (e Gl dadie ypead o dlead) 4oy 8
dau) g QI A s g cllal) dadie clise lld a5 ) QllE Aa%8 (e 4 A0 iy
ool JSEI (A e LSy Sl S &y ) ddasi e 4 e

Die holder Draw head

Die

X
>

ST Al Se¥) ey el 85 alsh s Gl [l Qs dleall JMA a3

o Al 58 8 reduction (Al dws o) B Algill Hhadll e J gasll By pad (g

Sy g Bl HUaEY) b DU 9545-20 (s b mkaall HUaEY] Cild @S 9%25-15

Sle ke 0.03 G p=iay o bl phdl (Sayy 4l 30 G deal o sl de
ALl A5l peiie ale 9 o ykad @l Al aladinly ol dlee 1o (5 el (3l

ST S S T Al il Sl & SV

intermediate anneals 4o 5 redd Gililee ) @Y s Gililee ZUa3 L Llle

el dalee (5 yat a8 Al um&\,.ﬂmcw\}é\.wY\ laY) Jhiwuaw&\ﬁ)qﬂ\ Uf(“ﬁ
Al S Alaa 15 Alikae ol bl slaeY 5y a1 AT 2y

Y Laladial (Kay dy il adalid) e 3 paiia e dleall o 3LEY) aas

haa 3 e 4 slhall Clalll | jsa adatal) ()5S o Ja iy ddlise JISET @l adaliey @M
(a8 Culall e Ald Nl e S 0583 () Aleall (S (S



Al (ol ) ana 3 AN pldll 5l WY e plhias axdiial S

aa s Vg e DY) Cans Alla 85 ) S Gluzalll caas Alla 6 06 (531 Aaadiiudl
Rod (lecadll cinus llaae of Jsill (Sar 815 ¢y JS Legin Jaaldll aal) Joa 3l
L ale 20 A doas 35 ala 9 -7 e ST ARl ()6 Ladie a3y Drawing
ale 9 -7 e J8 Jalal Hhadll ()5S Lexie Wire Drawing <Y s zllaias aaiiog
Olazadll ae @I (S W Ly il 85 0S5 Jsa Ldl Sy @) () ) 5 LEY) jaas LS

Lubrication Gy )

e 30 G AL 5 025005 o)

Jalslly

O Alday aiphait g <y jall ele g (& Ll ) ) ab Led g Dry drawing <ladl < 3l -2
ol s ) ad g2 08 3l

Odar ol Cal geally Gzl ol Gl ¢S o Led 5 Solid Lubricants 4ebaall il jall -3
Aol il 3eS Jaxl (Y il @Ml s die ) alaill Jie 5,k

Drawing Dies ) ) g8

Oa gl O Sy LS saadl Cilia (el Atiansal) Clag SI e ol QI 8 paa
QI Jane (s o 6 pall SUEYT 13 LY G 3 i) 1 aaid
e s UKD ae by Adlaiadl oda b Uil g Al (pu Giad dmg Yy mesil JSE g3
i die paedl bl o el WS JSl dihie ) el Jsdn e clal Jand
Wiay 5 approach section W akade lld by 3ala Sldlay 5 5l 0 JuSial) ddlate )
e Adbaidll 038 (o pladll 8 masdtll Caasg g 6 — 15° (Al ) L A DS
Ly a iy 535 Bearing Surface Jeall zhs 5l Die Land lldll s @lld L allal
dshie A 5 Exit Zone gl ddhie sed QA (o 5aY) adaial) Lol @bl adata slayf 485
CJF\&LM\DMMdﬁﬂ\%@dﬁj\ﬁww‘)ﬁdﬁu%ﬂﬂ#&b
) Al bl cpan olial JSEN Al ila ey i O (53 ) (e LU L)
‘)



DRAWING DIE

RELIEF

Analysis of wire and rod drawing (leadll 5 3] s dalee Jilas
A8l (1 ) pdeial) dalise 8 il Jan

Ao — Af Af
Af
E—l—r
Ao lf 1
E=mn—=In—=In——m....... (2)

Af lo 1—r
e it Gl Ml el 45k o ) uiladdll JSall 48l 43y )k e lalaic]
sl ¥ s Sl s ol Geiladiall JS dlae 8 L Hla Cag el Jad) JS 3
AL (O, ) ) dlga) axy o A8 paall AL L8 plua dga g are

_ A, 1
Oxqg = Y ln;z Ylnl—r

Y gl (Wy ) i) o) Jid 5 ((Fy ) Adliad) o) 558 (pe S 2815 el

. (3)



O S
(sl e Al s 40 5V adaiall dalise Laa A 5 A
oAl Jayl e g

Al dlea) b gia 8 Y
U i) ) L) Jsh s [

Calculation of the Maximum  saal sl 3 y jaill adaiall dalie 8 (addsd ol Clos
Reduction Per Pass

s elludl 8 8 & gas ane el s perfectly plastic material 43 salll ol ¢l Gava &
Laily @iady o) o unadl)

0, <Y
g padll dea) 2 Y o) S
lodie ()5S, el dalise (8 (San (8d a8 5 (30

Oxa =Y

(3 ) Alaladl go Jay

1—1r

1(1)—1
nl—r_

r=0.63

1
O'xazYln( )=Y

Al Jaze 8 63% sp 3as) sl By yaill IS dalise 8 L Hlai (Sae (il ol o))



=l )l (S Strain Hardening (Jeis¥! ada¥l I G e ) ooleall d L
L;:,us tias.d \hm&('ﬁmuaﬂa—t' 194
olha LAY Aaadla

Y1 Ao Y, 1 ( . )
Oy, = n—= n
a = S 0A T T T -t
:Q}%Qigﬁéw\;tﬁigdﬁ&\gduﬂj
oanYf
V) & sadll dgal sl Flow Stress bV slga) s Ve o)) s

:M‘ﬂhf’)cxa=YfQj5§quc L e 3

-

o 5 S b il (San iS5l

Tmax = 1 — e~ (n+1)

uazm‘ dM\j SN Y) )ﬁi.l d.a@ L%J}l.i 4821 b..lﬁj



SEaY) JPJM\A&M\ Jad g sl 3 68 5 sl alga) cbea
Calculation of Drawing Stress, Force, and Work with Friction Condition

Gaad) Jga) alag) (S Lo sl o)) 58 48 Hla gLl S8l dadaie (e dag 5l AL
fob WS s o) dlae 8 4 gllaall A8 5 Jaill 55 58 A3 (e

colha 4@ GUELEY) Aadl

_Ao—Af  Af

r= 1o =1 1o e (1)
D

1~=1—(D—f)2 e (7))

leale 3 55l (5 g8ll g Aahaia Cpaa B yha Aag pd Jiag ool JSEI)



Hp P

D+dD A

F 3

L J

Q
X

c. + do

M
W

up
1Ol s

Qlal) baza g8 P

AN Jelas 5 |

lull ki 2 D

Aaypdll e s dx

Gl dga) & Oy

Y oY) A s all o)) s 24k,

(o, +d )1T(D+dD)2 7TD2+P7TD'dxsinoc+ PnD.dx cosa =0
) g,).— - 0,.— =
x 4 4 cosa H cosa
Ddx Ddx
(ax+dax)E(D2+2DdD+dD2)—axED2+Pn sina+uPn cosa =0
4 4 a cosa

idant 4 x @ pall gD e dendll A ey 3 pall adll Jlea) 5 Jasilly



small small small

%[(o‘x D*+20,DdD + a)fz/)z)Jr (do D + ZdO'yD{iD " dg{sz |

7D -dx . 7D - dx

—O'XED2+p sina + up cosa =0
4 cosa cos
dx . dx
20.dD+do D+4p sina +4up cosa =0
_ COSx COSx
o) daadlay
dD/2 .
a Noting
dx Cﬂy dD
D tana= _/2 dx =
2tan o
ol
sina dD cosa dD
20,dD + do,D + 4P + 4uP =0
cosa 2tan«a cosa 2tana
20,.dD + do, D + P 4D
2PdD + 2 =0
Ox Ox e Gna

b Y St s sl o) s Gl ) sl

u
tana

20,.dD +D.do, +2 P (1+ ).dD=0........(8)

fE Y TSENI ALV B IFOR ST

O.x + P= 2z—ﬂ0w = O.ﬂow

Pt =B e (8) alae (B il

" tana




26,.dD +D.do, +2P(1+B).dD =0

D
Zax+5.dax+2P(1+B) =0
dD do,
D 20,4+ 2P(1+B)
10 g sxills
[JasiP =2 Tf1py — Oy
dD do,
D 20,4+ 2 (2140, — 0,)(1+B)
dD do,
D  2Bo,— 474,,(1+B)
el o) by
Do Oxb
f dD j do,
D 2Bo, — 475,, (1+B)
Df Oxa
rall dlea) muay
Oxa _ 1 + B Df 2B Oxb Df 2B
=5 ') T2y, (B,
2 Tfiop 0 2 Tfpop 0
Al 25l dea) 8 Oy, O S
o pansadlls A adalea) aga g axe die
2 TflOW = Y
oLl Ailgall Arpall ) Canl) alga) 230
Oxa 1+B B Dy

== —— |1 (D—O)ZB]..........(9)



dalie 4 (San (apidd L aally 3mm ok Gal ) (e @l 2 3001 3 8l s

10l Caale 13) dalanil 5 MSIAY) 2 ga g Alla 3 adalall

= 0.08, included angle ( die angle 2a ) = 10°, Y= 360 MPa

—YlA"—Yl 1
O'xa— IlAf— nl_r
Oxa 1
—=1=In
1—r
r=0.63
D
_1_ 2 N2
r=1 (Do)
2
063 =1- L
Df=1.82 mm
A_ﬂsz_n*1.822_26 ,
F=O'X3*Af
F=360% 206=910N
afa=1+B _(&)ZB

1
¥ B D,

ASia) 3 g p2e Al 4 -]

. (3)

uiﬁ 045135" @Aﬂt e:\_! L.\\xn“ U;‘ L:.\.:\}

AiaY) 3535 s b -2

(9)



o 1+B
= = 1— (1—1r)B

2 (1= (1-7) ]
B = pcota = 0.08 xcot5 =091
~1+091

Oxa
—=1=

Y 0.91

on-xa* Af
F=360* 3.1 =1077 N

1077-910=167 N

[1- (1=7)%" ]

red iYL Calaall D 3 gl )

15mmD#CLMS\L;):}\JGNLAJJ)AQww&uﬁ\dﬂ\gjﬁh
1Ol Caale 13) dalanil 5 MSiaY) ga g s 8 40% W a8 adaiall dalise & aiad Ly

w=0.1, semi die angle (a ) =7°, Y= 250 MPa, V = 0.7 m/sec

P=F*V, F=o0,* Af

ASia) 3 g g p2e Al 4



D

f
r=1-(5,=1- 7
o (0]

A¢

% 15°
4

Af = 106 mm?

04=1-

_ 0 - 1
axazYlnA—=Yln .(3)

p T

Oxa = Y In

= 2501n

- 1_0.4=132.7MPa

F=o,* Af = 132.7 % 106 = 14.1 KN

P=F*V=14.1*%0.7=9.87 KW

B =pcota= 0.1*cot7 =0.833

o 1+ B

= = 1-(1-7)B

2= ——[1- (1-7)% ]
o 1+ 0.833

xa _ 1—(1—-04 0.833
250 0.833 [ ( ) ]

Oxq = 190.5 MPa
F=o0,,* A = 190.5% 106 = 20.2 KN

P=F*V=20.2*0.7=14.14 KW

Y 35a 5 Alla -2

rop ASiaY) e alall 4o 315l ()

14.14 -9.87 =4.27 KW



o AiSan (anddd A ally 3 mm okl (53 58 ellu Caad o glaall Jadll aa
0.06 = Sia¥) Jalra ol 5 14° = o)l Q& 45 5 () Cuade 13) oz 2l adaial) daliss
100 m = LV lludl sk ()5 420 MPa = oY) alea) Lo sia ol 5

ﬁww\@mgeJM‘M\

W=F, * L
(sl e aiall L) Jsha g ol 368 Laa L 5 F, ) s
Al (e aen il B 8 Ll

Fia=00 * As

Sl e giiall AL adaie abua s conadl dlea) Laa A 5 0y ) Cun

3] s A oaally oy i) () S g Ag 5 0y 0 IS M) sl B 8 alay) ety
MBI

0. =Y =420 MPa

bl dalie 8 (ddll) Ao g Ay eV @llud) adaie dalise 48 jra (e Lolun 2l A Ll

Q

xa 1+B

—=1=—11- 1-— B

: —[1- (1-7)7 ]

B = pcota = 0.06*cot7 =0.49

o 1+ 049
—=1=—[1— (1—7)2%
¥ 049 17 (1=r)7 ]
r=0.557

_ Dy, As

r=1 (D—O) =1 A_O



Ag

0557 =1 - ==
A¢=3.132 mm’
b LS5 ) g R 8 (e Ly il bl Jsha a0 o
AoLo = Asls
L = Aobo _ 7072100 _ 535734m
Ay 3.132

Fo=0x * Ar=420 * 3.132 = 1315.44 N
W =F, * Ly=1315.44 * 225.734 = 296939.533 N.m

.'.;\

= doaiall L Sl @l jaall 3508 o Cale 13) @Y Gas duaid Caad) de o s

il ol s 2.2 mm = A 3l & sialY) Al Sy Skl oy 2 KW

Jalray 16° 4iygh ) s yae llE A (o aajall adaiall dalise 8 AiSas (a8l D
90Mpa = a sl bVl ga) Jass sia () 5 0.05 o_laie l\Kial

"33l Q.og.x;».d\ :\.::J_w JIA:\\ (,,3_,

(Sl e il s de pug b oS jaall 3 )8 Ly 5 P o) Cua
ZHM\QAFMH}QM&JM&H?“M_3@@;@)@\&#\3)&&%)
Fa=00 * As
DO s Rl a2y il o G
0w =Y =90 MPa

AU (e Ap s a5 L



MM\wuqsﬂ\MuM@g\ﬂc@mu&aAou)Qﬂ;j
o 1+B
——=1=——[1- (1-1r)8
: —[1- (1-7)% ]
B = pcota = 0.05 *cot8 = 0.356

o 1+ 0.356
_xa _q - - """ _ _ 0.356
v = 1= —o3sg - (A=m)

Ag

3.14 * 2.2°
-

0.575=1-

Af=1.615 mm?

F, =90 MPa (N/mm?) * 1.615 mm? = 145.35 N

P=F*v
_P_2000
V=% T 535 76m/s

daie @ jaa b3 Aagil Al gl ahidl dalue 4 Sed)l (il aa

Of Cade 13 0.5mMm s laie lgs sl ) 63V 6 el caw aie TRW Al sl

0.03 = Aia¥ dalaa gy 12° = cndll QB 4505 ol 15 m/s = and) de
550 MPa = bV alga) Jaus sia o)) 5



P=F=xv

p 1000 Watt V.5

F=— — 66.6N
v 15(m/s)
F 66.6
Opy = — = - =339.363 MPa
Af  314%05
— 4

O Ol 138 Lol a3 gl AL () Balall da slia (e ST 138 o guenall Caniall slga) (Y
rad] ol baeld ) g i Aadf sds 4 AL sl ol Garall 8 8 Caang algaY!
A9 s salll died BBl ciaadl dgaf &) (YO8 2 ¥ O iy bl Sy dlga)
b LSy pbaal) dalus (1800 y2udlT | s ] () 9Si9 9OMPa

1+B

Q

—==1=——[1-(1-1)B

- —[1- (1-7)7 ]

B = pcota = 0.03 xcot6 = 0.285

o 1+ 0.285
—=1=———u—[1- (1—-1)%%
7 0285 1T (A=m)
r=0.585

.~.;\

QlE B3 0.5 mm ki ) 1 mm ksl e 3 kg 43y (oelad e ol o 53 ) as
;o Caale 13) 15° ahyg) 3 s i

Y =240 MPa, u=0.08, p=8.94g/cm’

o W ) dolee 8 o 53U Jalil)
W =F, * Lt
(Sl e il bl Jgha g ) 38 Laa Ly 5 F, O Sus



sl e Al s ¥l anall Laa Vg 5V, o) s
weight 3000 g

— = = 335.57 cm?®

°  density 894 g/cm3 o
3.14 * 0.52 5 )
Af = 2 = 0.196 mm~“ = 0.00196 cm

Le = Vo _ 33557 cm” _ 171209 cm = 1712
f =4, T 000196 cm? cm = m

482l (e Gt ) 58 L
Fa=0xa * As

Sl e giiall ALl adaie abua s candl dlea) Laa A 5 0y ) Cun

. Oyxa J\AA\ c._\;».d\ '6;3 J\A.\\ JL:L
D¢
)

0.5,
r=1—(T) = 0.75

die in 0.63 ge w3 of oS Y ahiall dalue b AiSen i du sl o Cus g
b di Al 038 4 g Al s3gy S8 Ky ¥ 1A (5 5 Slall il 5 AMSiaY) 50 Jlaa)
P Og At ol 50y = ¥ 55 Ladie (AL ol g (San i bl St

Oxa =Y = 240 MPa
ol 558 dlay) (R
F. = Oya * Ar= 240 MPa (N/mm?) * 0.196 mm?* = 47.04 N
il syl Sy 13Sa

W=Fa*|_f



=47.04 * 1712

=80532.5N.m

we

e

8mm ki ) 10mm ki e Taall o gaall Y il (e jede dges a3

e 40% i ailall Jadll g iaY) A o (i) L 0.5m/s W laie s de y

eVl Gl o e 13) sy o) dlae 3 A Bl an g eaall M) Jr

Sy Day¥) Jalze of5 0.3 2 Strain Hardening Exponent ( n ) (i)
1300Mpa s» Strain Hardening (strength) coefficient ( K)

oLl (2) Aabeall e (Al Jladi¥) ) o) dolea] Caaliaal) £ Galll JladiV) dad cavas

Ao lf 1
E=ln—=In—=In——...... (2)
Af lo 1—-r
Ao D’ 10?
E=n—=In—=In—= 0446
Af Ds? 8
A8 (e Y el alea) Ja gie GlD day Caea
v K&
T n+1
7 1300 * 0.446°3 285 UP
= = a
0.3+1

A8al) (e Oga nd) Slga) s

2
(0]

100
> = 7851n6—4 = 350.3 Mpa

Oga = Ylnﬁz YlnD
f

AN (e Fy ) 568 Gl a2



Fa zcxa*Af

3.14 82
Fy = 3503 % ————= 17599 N

A8l (e P8 asl) an | paal
P=F=x*v
P=17599 x 0.5 =8799.5W
& chel iy had laid) JaSamll 4o U0 3 el ol AUl 5 a8l eaa 5l dad Jiad
(o=l Sl ) g Sl pailly iayl e caleill 4530 3,08 & sena o JUdll
o Ao slaall (Addall) 40 5 a8l s 121 A6 5,080 (1 %40 ey

8799.5 + 0.4 * 8799.5=12319.3 W =12.32 KW

“wae

e

ok laall a liall Caliall (e 3 sae adaie dalise (a2 B sl alga) aa
Strain Hardening Exponent ( (Jxi¥! s3a¥l sl of cadle 13 20% )aia: 10mm
Strain Hardening (strength) coefficient ( K Jx&¥) 23ba¥) Jelae 5150.3 52 1)
Alld ey 2a 0 0.09 2 NSiaY) Jelaas 12° & (20 ) <l 4505 o5 1300Mpa s )
3m/s & el de o o Cadle 13l dglee Sl a5 3L 5eS & a3 508

i) alga) alagl -1
ABall (e D gitall 2 panll a2

D
f N2 f
r (DO) AO
Df = Dy *4/(1 —7) =10 xV/0.8 = 8944mm

(2) Aoadd) (e ((aal) Jaii¥) ) candl Gleal Cnliadl) £ cpalll Jladi¥) dad 2a 25 (e g
:a\_'mi



€= lnp = In 97 = 0.235
f
A8 (e Y el alea) Ja gie GlD day Caead
g K &m
Cn+1
g _ 1300x02350%
- 03+1 oreHra
::@M\ (O Oyg &._IMM JL@A‘ CJ;L.»J
o 1+B
= = 1— (1—71)5
= ——[1- (1-7)% ]
B = pcota = 0.09 * cot6 = 0.856
B 1+ 0.856 08567 _
Ora = 647.6 % —pom— [1-(1-0.2)"°] =244.15MPa
P (AL gsh & aall 308 sla) -2
P=F=xv
3.14 * 8.9447
Fy = 0yq * Af = 244.15 » Z = 15331.7 N

P =15331.7 x 3 = 45995 W = 45.995 KW

L ad

ot

JYA 2mm S ki () 2.5mm Sl il e el caald A O 368l s
s Qa5 Aalall o Aia ) Jelea o) caale 13 15° 5 sbast (201) 4s)) s ae Al
n=0.2 ol s K=205MPa ol 0.07



bl e (GREa]) Jai¥] ) sl dolaal Caliaall £ Galll Jladd¥) dad cuuss

D° 2.5%
E=In—=In— = 0446
D2 22
f
A8 (e Y bl lea) Jai gie 3 day Caead
g K &m
T n+1
7 205 * 0.446°-2 454 P
= = ) a
0.2+1
::@M\L}qo‘xa &._IMM JL@A‘ CJ;L.»J
o 1+B
== = 1—- (1-r)8
2= ——[1-(1-7)]

B = pcota = 0.07 *cot7.5 =0.532

2
r=1-(—)2=036

2.5
_ 1+ 0.532 05321 _
mu—1454*—a§§r—h—{1—036) | =885 MPa
3.14 * 22
Fy=0.%A; = 88.5 x — —— =277.9N

e

2

13} 2mm sk AT (1 0.8mm skl cala @l LY D DU @l yaill dac 2a
1.5KW & el LS 3l 5eS) & adll 3,085 10m/s 2 el de o o) Cadle
250MPa s L) dlga) Jaus sia g

Sl GG oIS o) el el y Sl lall 335 p (adadl) dus Yl aai-]
:Yeiﬁh\_gﬁﬁfﬁgw\



D
f
r=1-(p
(0]

0.8,
r=1- ()%= 084

e A% () (S Y IY 0,63 (b5 ASedl) 5 palll Daill (o ST Gl dus (Y
8aa) 95y paly ol
Aol ellyg salall daglin e 2y ¥ AL abalis 3 Slga¥l o) e SHL a8 -2
Lo sia ) Balall dagliay @lld & jlaa s daliall @ jaall 3,08 Caway 0y, el dlgal
abalis Al 0 Gl slga) IS 1A (( 250MPa st dlls Y il lga)
Ll slea¥) o Jdeb salall daglia oY cilblaally jainid 250MPa (e J8 S
Oe ol 0y S adalis A aleal) S 13 Wl adaly o) ellull Sy Y
JoSall I coads Al sda el ahadian s Jaai () 3alall Sy S 250MPa
b WSy dally yaiwis 0y, = ¥ = 250 MPa of i ) 43S A il

A8l (e AL Lgdalud Al Fannd) 3 68 aas

P=F=xv
_1500_150N
=<5 =
:HM\C)ALSM\M&S:JM Oya ol Alea) aad
150 = 298.6 MP
Oxa = =314+ 082 7 @
4

1Al (L) g Jaws sia ) Y 30l daslie e ST g, A3SLll adalus 3 alga) o) La g
Lebaati S s aly (S0 Al 038 b5 adain g algaV) 138 Jaady ¥ el
Oxa = Y =250 MPa 055 Ledie 4 5 33l

Clliall (5 yaiud SASiaY) Il Y JE G Cus s L 7 sansall randail) d o jai
ol LS5 SIS aland) dlls b

. o - 1
axa=YlnA—=Yln .(3)

p T



O-x a

T=1=l

¥ "7
r=0.63

b LS 5 il el 220 V) aa
1Dy s 5 e g AN il aai -1
D

_ f N2

=1-— (=
r (DO)

Dfy =D, *y/(1—7) = D, * v0.37 = 0.6083 * D,
Dy = 0.6083 * 2 = 1.2166 mm
1Dy A 3 5 5aill oz LAl a5 -2
Dy, = 0.6083 * Dj; = 0.6083 * 1.2166 = 0.74 mm
- (0.8mm) stha) il e yral Dy 2N 5 sl (e g Al Sl o) Eum
O S A zliad sda Gad) dlas 8 1Y
(5
= Latall L el @ a5 08 o e 13) SBLY) Cas daiad il Aoy aa
A @aﬂ\-ﬂ Ay ol Ol 2.5 mm = 4 3l il Gl Sy Skal gl 5 kW
oo ASial) Jalaay 10° 4is)) (asde 8 I e (o ol plaliall dalise (& AiSan (i
250 MPa = ol LtV alea) Jawi5ia 015 0.03

Cnndl aie o jae b0 Ayl (@A) i al) ahiall dalie 8 (Saall Gadail aa

15 = i de o o Cude 13 0.5mm o lie s sk ) (3 s ellu G xie KW 4AxdL)

550 = bV Mga) o sia 515 0.03 = SASiaY) Jalaa (g5 12° = sl QB4 )5 55 m/s
MPa



(8 AiSan dd A alily ala3 o kil 62V 68 ellu aad o glhall KU Jadll as

Ols 0.06 = ASia¥) Jalaa ()5 14° = adl (B 4505 of Cadle 13) a2l adaial) dalise

100 = LoV bl Jgha 05 Pan / a2 7.8 = 3V 5l IS i 5 420 MPa= —bees¥! alea Jas sia
s

Extrusion i)

Clll dasd JPA Gl e panall jla) L ah Al Saeall JS5E Glilee (52a) o
oLl il (8 Gase LS 5 sl ahadall JS5 e gl

Container liner Container

Billet

Die :
Pressing stem

Die backer

Dummy block

Extrusion

A1 Cpeaally G e e QAL Gl 5 ) e 35l cllee <l jal oSay

Alla Giatl ol y B ililee A 8 T Y laa e J5 o a3 RS -]
Gl 3 LaTY) A5 blaan) e

SR G cllee Jd dalay g de sita g sase JISEL adalia 2L ASa) -2

AL e @l die A glaall g sadlall (st o3 -3

Aok @R 8 dalay g Al 8 ddle 483 -4

Bl g 5 pals ot Lgd) 3 A sga Aileal) diai] 4lS4) -5



AN s 84 sell g de sl -6
A0y Jaladl) Leliai il Culaaae Wl
Al Cllee 8 Lae e axall gluia -1
G AY) Sl cllee 8 Laa el adaidl jie Gal gl 5 i) & s 2 s -2
G 5 AY) Cllaall (8 Lae juadl (L e 5 4ygally Q) Gl dae e -3
Aalladl BY 331 & s Al lalgay)
Bile Sl liall (e giial Sl g i) saad L dallal) (sl -4
oAV Cllaally & e e f @l b 2y K o5
Types of Extrusion Processes (il clilee ¢ il

b Lo G Bl e andi (g

Die
/ . Extruded product
Container
Direct Extrusion

a3 odel JSal 4 s Forward Extrusion ebe¥) @idly GldS aw
Ram & daul g bariall bl 5 (e 5 Container 45l 3 Billet 4l
O ) gl (e Al dgall 8 QI Aats DA e el e gl laY
bla L) G cilatie 0585 O (S Al 8l olad] ity sy Ganal
ast Mandrel JdiSis Gl alaiiuly Hollow 4dsaa sl oJel JSAN 4 LS Solid

ool JCA) 8 LS Al Gy gt (S



— Container

/

Ram —— Final work shape
(Hollow)
_..-.
v, F
——
, — Mandrel
Work billet ——/ Die

NI

&\\\\\

Extruded Product Die Contalner

Blllet

Reverse (~Sall @l s Backward Extrusion ilall @il ¢l auy
6_"\5\ € n @ oatyy Ram dadl J lldll e laall 028 ‘53 2l s Extrusion
L) 5l Loty uSlae slals (Al Aad (A cpe o) Lo andl i
Alldys Login AlSial aagp VA Ay glally dalad) G A AS a2 g Y ) Qam
il L Gy alad) @ 8 Lee JB 6 8 dadid ald) e G Gl
Lalasiul SV o sl @ o) ¥) 8 8kl e Gl (A 4 glhaall 3680 ) aas
K b5 ol e latae par bl e Bl b Cisae @ aladial o) 3
CIE (e A el Sl &y g o) LS AiSan il dp a5 (g g Ledmalas
LS bl e gl (S deadiind il e cilasae ausd dbd) e Gl b

: I (e LS 3 saa ol 5al i of bl 3l



— Container

/
4

v F

———

T

Final work \— Die —Work billet
shape (Hollow)

Shdladl O erall @ Al 8 4 V) Labd) e S alie el G
Orall Clid Bale (a8 JSE0 23 Blank Ll e 4le de s Punch 4l Al
ity had) mhe e adauilyy o oo 3 Ggan gl daall Uy olady (eSlae olaily
O gaslAll saany A aiiall dlany AalAll dlan e alsh adiay Lusail alaia
Sl e 5 peaill A gi¥) JISEY) U 8 ARy ylall sda addiud Al g Al A
Ldall aalpally L) Gaalae e ZU 4 a0did il asaialV) Jie &kl

el Bl Alee eaia g olial JSE Wy

Stripper
plate
& Punch
= = £=
Blank Part

Die




Before After

{

Punch Workpiece
Blank
Die
Knockout
(ejector)

Ly (@) ) pler 3o slae dpgla 4 ALlAll mmg Q Sl e ARkl o2 (8
e LSl 5o Uara Al gy 4y glall Jga saa] (0 3 5ee iy <l e Jariia
e Aslall e gAY Agall e i) Qe Aaih e V) e et i) AWl
el et @l JSEN 0 ey QA G Jeall Gy 3l (e b aie Al
e (3o L) ld Q)@ alaainly) Wlah U (el jiled Ji5 Ly i Sy
AN Y Sl 5 snel) B g 3 L) pay e sadl) A6 mdas) e J geaasl)
58 Jhy dals Glaee I dalall Gy @y agane ddeall eliall aladiny)

Sl 5 el B gy ) JSEN ALY Y ama alidil 5 alac )



Fluid

7

7/

—— Gr— R am
L —
e -

N T o]

Extruded
Product

Container

Extrusion Dies il ll 68

8l i s ASaal jaall 2 gall (el ASTL) e Gliall e Gl Gl @ piai
i gdlls Flat-faced Dies 4asl s il L i o Lelia daadiil)
Gl sdll A5 180° 4 siwsal) QN g8l A (200 ) AW A5 ) <5 Conical Dies dadas Al
Qll sl (A Sa L 45°% <a <60 o (0) AW Al al &) yE dgha g Al
M e elld iy ASiaV) jilad g oo Slall Gl s (g 4350 50 (a3 dika g Al
ol JlE (Alsh llE ) llall 5l LIS o) ) llall Al laie & aSadll
SR RPES PRSSARESULOON PPN FEQEW P AURPS PRUE VISV [P C BN IS WEPRPPR N
Odall g @l o Cplaill dabie 30 ) e JoSEN) dahaia 8 SAY) e 4y 3 )
0585 Gl ol Ay gianall VG o Ll A gl 5 0L e e Sl LS a8
Gl Jase Jilias Dead Metal Zone (( 4das (3 i Gare ) e Qaae ddhaie 4wl
oal asladill an Sl A (e LS5 agle JuSEall ad aeall Gy Q8 Abiay Jany



Dead Metal

Deformation Zone

Flat Die
-
o f—
- Billet
;_.__._____.__ . — I I
B
—
o Product
Billet Length
el Ll Q) g8l e g S JSE)
Die entrance Die entrance
! !
— l
o ﬁ@
y o |
! !
| |
i |
conical entrance angle die flat-faced die

Analysis of the extrusion process (@il dxlac Jalas

DALl B e IS b laadl aai AS el AlS Gl i aie ) JSA G
bl e SRl

Extrusion pressure, MPa

Ram travel, mm



Al 3 nd LS s o8 5 3gee Bhlie O 35my inial e Bad
el 8 (Fh Al jall o3 3 Gaany Vg el axi aa Jakaal) 8 day e 3305 Y
Gl aaly s 4y glall Jals daall 8 phali doasy oSy QA ) asadl Jay Y
rhull ae Ll o lall xhadl Gldaty ol dgall ey assl dalall ksl
o Lo A0 dad die laiall dad ) il atis AU Al pall Wl 45l s
ALl ooy Jhladl @0 4 bacall dad A e gailihy dladl e @
Jsh oY Glldg ol anii ae il (Bl dara (8 Gadls Cany () e 38kl
A ey il A glally Aalall o oelail dalin (bl 5 ey Gulits dalal
Gl A ) I 3 gl 5 g A glad) ddlaie A iAo alasll 3 33U 5 gl
oo LS Ay gladl g ALladl (i At A8 ja a5 g adad bl e @) 8 el Gany Y
i ga @l laia 8 lax e jluie 3l Chaai AN Alad) 8 W L Ly
Lidles (N Gl dplee Jpmys bVl Jaai (8 o2 s A @lld iy dladl
“ Aleall g g g9

el adaidl) dalse e @l J8 A Zaall LoV adaid) dalus G dadl) o
Gl day Af miiall

Aalie (B (addill A Galy R G Aty I Hlaie e il sale GLI (8 o3 3
Al Calia Jre Lgae (B0 Y G B s dlle S35 s @il el 1 oaia jal) adadall
Ll 3 e LS s ulle ot I Joa o R GG ) (S 3 1 il b oadiad

Al 15 R e IS ) (S ooy R0 Fulabicml slen] lla a3

r=1--L and R = Ao
o Af

1
so R e R (2)

il Siad G5 Allal) JEN s die SN e uadl) 3 o) 8 R of s
oilladl G JSEl late 8 (38l (sae = g i Al R AV 50:1 5 20:1 = R Gl
LSy Jsill e 0.98 5 0.95 = r an Leld conaill il r Ay JSE3 e Lo

Ot e Giad g Jo Grladl eI G LI ad Y r AV el o8 aad



Al ahie dalie o (31 5 8 dand Joals 5

Ol G
Gl 558 A oF
Zalall alaie dalise L TA,

lariay dany Al 5 Apleall 4dlati dazin adl g agall oF 43l) 5 LEY) joad Laag
bia Clual yae (3 jh aa 8 58l Al s ud y Peak Pressure 55
iy Geilaiall JSal) b 2l ) S Jedd) 48k e Wlla adiziag (30
A Hhall (g A Adhie (A5 s dag il e gl )8 A5 Hhay e

ALY Cas & Lalaie) a3 il

Ideal Work Method Gl Jaill 4,k -
A1 8Dl 2yl o3 3 (3l Lk oy

— — v Ao _ D,”
Oxp = YInR = YlnA_f_YlnD_fz ............. (3)

Lelad Alilan i) Lay s Joandill dilaie Gania B i da 5l e 6 8l ()58 48 ) -
] Ailgl) Asbedd) e i 131 ¢ jlcaill 5 ASLY) i Allal

1+B

Oxp = Y (T) (1 — RB) ............ (4)
AV 5 ) pally (4) Aaladdl delua sale) (Say

Aapally

oY elld g




O) G
LBM\ JLGA;‘ A [0yp
g\ﬁmﬁ‘z’\ JL@A‘ .Lu.n):m 9 :Y
B = u cota

dlasd a0 Ll Jiay (6-3) @¥aleall (e 2 ddeal Gl ke o) A eds of &
Sl bl e R Al 8 L e IS dascall Jia 4di ga g dasd Gl Jads Ja<ial)
5 Al Al G SR e liall &30 haall 4] Gl Sl Gl Al

AV Al as,

P _ 4KL
f _Do
K = Y
V3
So,
4 YL
Pf=—*—.............(7)

:)ﬁ\,\d‘ LB""M L“ﬁ ej)d\ ‘?Jﬁ\ Ll —— KVEP

O G

Al 5 el ISEY) e aall o 53U Tiall 2P,
Shear Strength (=il 4 5léa sa K

Ll Jsha o

=354

sl aa (M Jedl) A5k gl ) s Slall palll s lSia¥) il Jlaly
60mm ki ) 150mm ki (e 300mm sk pal sl (e 2gee Gl da U 5l
206.84 MPa s Y ) dgal) Law sia o Caale 13 0.01 m/s de

Gl Jaris s.laa_\..gg‘j‘)sm‘(M'.‘jé&Y\jMd@é\gm‘(S:.mj. A 4yl aldiely
*48a 1L



_ _ _ 2
P=o,=YnR = Yln;‘—;=an§;2 ............. (3)
_ D} 15072
P= oy = Ylnsz = 206.84 In G0z — 379.1 MPa
ARl (e (31 3 68 aa
3.14 * 1502
F=o0g * A, =379.1 % 7 = 6.7 MN

FA8]) e (3l B a8 A g

P=F*V=6.7*0.01m/s= 67 KW

“wae

o

¢5cm ki 10 cm Lkd (e Im/min de e & lad 3485 93 o giall (G0 &

O caale 1) dolaadl o) aY da 33U 35080 5 5 8 an (o5 SLall il 5 A Y) plaa Jlaaly

Strain = Jei¥) Sayl G ol 0.1 A&y dalae ol 25 cm Al Jsh

strength  Jx&¥) LY Jaae o5 0.25 s Hardening Exponent (n)
140 MPa s coefficient (K)

Gl Jara Jany (5 5 SLall (il 5 GllSiaY) il Jegd A ) Jal) 43yl slaie

ZEP AR
_ _ _ 2
P=o,=YnR = Ylnj—;=anZ;2 ............. (3)
Ao D’ 100°
E=In—=In = In = 1.386
D;* 507
_ K g™
Y =
n+1
_ 140 % 1.386%2°
Y = = 121.523 MPa

0.25+1



2 1002

_ D,
P= 0y =Y¥in%5=121523In

> -7 = 168467 MPa

SRl (e (3Rl 3 8 a3

3.14 * 1002
F = o, * A, = 168.467 * 7 = 1.3225 MN

FA8) e (3l B a8 A g

P=F*Vv=1.3225%*0.016 m/s =22.04 KW

“wae

e

(5530) Jaall Canen) Gy glall s Al S (558 o latl] e 5 3 58 Dlage

QA5 o e 13 40mm kB ) 100mm ks (e a sV (e dals G e 30U
Strain Hardening (&) 3Sa¥) Gl o5 0.2 s GISia¥) Jalaas 90° o Gl
219 MPa s Strength Coefficient(K) e saall Jalzs (5 0.283 54 Exponent (n)

A8l ) 3 8 daat

F - be * Ao

Ao D’ 100°
E=In—=1In =In = 1.833

Af Ds? 40°

A8 (e Y el alea) Ja gie GlD day Caea
- K em
¥V =
n+1
7 219 % 1.8330:283 202,625 MP
—_— pr— . a
0.283+1

B = cota = 0.2 cot45 = 0.2



A (e Oy Gl Jaraca G A

Y(%)U—(E)ZB] ........... (6)

D¢

= 202.625 ( 1+0.2 ) 1 ( 100 )0'4 = —538.212 MP
Oxb = 4V& 0.2 40 - ' @

(Bl dlga) A s Adlad) B LY Atk

3.14 * 1002
F = oy, * Ao = 538.212 7 = 4.225 MN

Jasil) ddhata e (gial) 3 68 JaBd (Fiai Aagll) oda ;AJaada

"o

o

75 mm el sk adaid) 45 o gniall A0 (35 3O SR 30 S 548 A
131 12.5 mm ki A 25 mm k8 (e 40 mm/s e e 90° b)) by e QlE JDA
Strain Hardening A&yl sa¥l Gl o5 015 s JSaY dalae o e
415 MPa s& Strength Coefficient ( K ) 4estaall Jalea 05 0.25 52 Exponent (n)
A gadl g Al o EliaY) 5 8 e alaill 4 32U 5 8l Maga ¢

Ao D’ 25%
E=n—=hnh—=1In = 1.386
Af D/ 12.5°
o Ke"
n+1
go O30T o023 M
- T 02541 oot

B = pucota=0.15 cot 45 =0.15



A8l (e (Sl Addaia ania) Oy (B e s

s . \2B
oxb=Y(1—];3)[1—(DD—f) | (6)

— 360.23 (1+0.15) 1 ( 25 )0'3 = —638.366 MP
Oxb = 20U 0.15 12.5 - | ¢

(bl slga) Al ) 085 400l 5 L) ()l il W LS

3.14 * 252

F = oy, * A, = 638.366 * 2 = 313.198 KN

A8l (e Laaaid A 00 5 08l W
P=F*V=313.198 KN * 0.04 m/s = 12.53 KW

...;\

QlE A 75mm ledsh 40V 8 A @l AU @l s Gl 348 aa

Of caale 13} 20mm LkE N 35mm kd (e 20 mm/s de e 75° bl b e

Strain Hardening Exponent ( n ) Jay) B3ba¥) ol 15 0.08 s i) Jalas

551l Dlega ¢ 600MPa s Strength Coefficient ( K ) esiall Julea ol 0.25 5o
Aol Al gy ISR b e claill da U

Ao D’ 352
E=In—=1In z—ln—2=1.12
Af D¢ 20
_ K g™
¥V =
n+1
_ 600 %1.12025
Y = = 493.794 MPa

0.25+1



B = pcota=0.08 cot37.5 =0.104
ARl (e (oSl Adhaia (jania) Oy Gl Jaa

1+B Do

Oy = Y(?)[1—(D—f)2B] ........... (6)

= 493.794 ( 1+ 0'104) 1 ( 35 )0208 = —647.077 MP
Oxb = %72 0.104 20 - / ¢
(bl dlgal Ala ) i A0l 5 LAY ()l el W LS
3.14 = 352
F = oy * A, = 647.077 * 7 = 622.245 KN

A8Mal) e Laaaid A 00 5 0l W
P=F*V=622.245KN * 0.02 m/s = 12.445 KW

...;‘

Ce 400MM el sk Al sl o piial) A (3 e 30 LIS 5,08 5 A 5 0 aa
L (33 Aoy 90° 4iisl) by de B IMA e 60mm ki ) 180mm ks
0.15 NSVl Jalas of 5 235.4MPa s oVl dga) o sie o caale 13 60mm/s

A glall s Aalal) G NSy e alll e 30 58 eI L 138l

B = pcota =0.15 cot45 = 0.15

A (S Zilaie (ann) Gy (Bl Jaka o

Y(%)U—(&)w] ........... (6)

GXb Df

= 235.4 (1 + 0'15) 1 (180 )0'3 = 704.548 MP
Oxb = 43 015 60 - U ¢



M) (e Ay gladl 5 AalAd) A e Qlaill o 330 darall Coiad A

b 4 YL (7)
f V3 D,

4 2354 %400
*

P, = = 1208.073 MP
r= 3 180 ¢

: S B s sl S g

P, = 704.548 + 1208.073 = 1912.621 MPa
- i) Aaad Ao 301 A0S0 5,801 g ALIKN 5 g8l) sla) (Say 13K

3.14 * 18072
F =P A, =1912.621 * 2 = 48.65 MN

A8Mal) e Laaaid A 00 5 y0al W
P=F*V=48.65MN *0.06 m/s =2.919 MW

...;‘

358l ax « 50 mm k8 (A 150 mm kd (e 50 mm/s Ao o saiall dASan (3 S
A 558 o claill &y )5 poall 3508 5 5 8l Letaay dolasll o] jaYy 4 5D 400 5 400l
L3l ol 0.1 i) dalas ()15 300 mm ) Jsh of cadle 13) Container 4asall &
015 0.15 s Strain Hardening Exponent ( n ) i) s3a¥) Gl of 5 120° Gl
200MPa s strength coefficient ( K ) Jxs¥) 2Ba¥) Jalaa




K &em
n+1

200 = 2.1799-15
0.15+1

B = pcota=0.1 cot60 = 0.0577

A8l (e (Sl Addaia ania) Oy (B e s

Y

Y = 195.466 MPa

s . \2B
be=Y(1—];3)[1—(DD—f) | (6)

Oxp = 195.466 ( = —484.32 MPa

1+ 0.0577 ) ( 150 )0-1154
0.0577 50

(bl dlgal s ) i L) 5 ,LaY) (ol Ll Wl LS
AR (e A gladl 5 dalall G iAW) e laill 2 33U darall Gl

4 YL
Pr = E*D_o v (7))
b 4 i 195.466 * 300 — 902.82 MPa
=3 150
(S @) Jaras Al (S 13
Po = 0xp + Pr v (8)

P, = 484.32 + 902.82 = 1387.14 MPa
- i) Aalead e U1 KN 5,801 g KN 5 gal Aol (S 138

3.14 % 1502
F =P, A, =1387.14 7 = 24.5 MN

$AEMa) e Laaaid A 00 5 08l W
P=F*VvV=24.5MN *0.05m/s=1.225 MW

.~~;\



3l aa (Ml Jadll 45,k e lily ) s Sl Gaill s lSiall jilea Jlaly
30mm s 2sexll LWl kil o cuale 13 4 W a8 (3 duaiy 3 gee (33 A DU 5 a8l
400MPa 58 Y 2 senll bl QLo slga) b sia 15 0.01 m/s e w5y 3l

13) 2.25 la ja8 (3% Al 60mMmM (ALY 3 k8 3 gec (G Ak DU 5 Haall 55 g8l aa

Jalza s 120° o (20) Gl QB 43505 o 5 75mm s (L) delall La¥) Johll o) e

0.18 s¢ Strain Hardening Exponent (n) syl 2Oba¥) Gl (15 0.1 s SlSiaY)

Ay @l iy 414 MPa s strength coefficient (K) (Jxs¥l s3a¥) Jalae o 5
0.008 m/s 4c

Bl an (Ml Jatll iyl gl ) (o SW) Gailly NSiY) jild Jleals

Jall Qli ki 40mm s il ok adaiall gyl sl @ AN 3l

Gl a2, 20mm el sbs 100mm s dalall Hld i cade 13) 20mm s (mandrel)

Strain Hardening Exponent (n) (i) 2Oba¥) (ul o) cade 13) &l sl Jsha

Gl ols 100 Mpa s strength coefficient (K) (Jeil) Sba¥) dalea o5 0.1 2
0.01 m/s 4 _yw o

Forging da)aall

Gllee o8 Aaaia o Akl (o @ aladiuly Saee JS08 ke (o 5 le 3alaall
zslois oAkl o Samisalall cillee cdef ol Y o)l sl il G paludl e salasll
(B 170 A deay 05 S @S 1 oo J D5 e salaall Gk e dstiall o) a1 (s
Ay Bl e J gpaall ddlal cililee o) jal salaally daiid) o) o) calla®i L sale g
st

Advantages of Forging alaall Cpulaa

ASLudl Clatie (e ed Toughness selua @ld ¢ jal salaall aati -1

(e GJ::\ Creep <) daslaiay Fatigue JIS 4aglan &l c\)’;i salaall @ -2
ol AkilSin pailiad ddle 5 say s ASLull ilatia

i et A3 -3

Adtiae JKEL o) al Jde Jpeanll Wiy jha e (S -4



Al ety Apebisall s 3ol J) 52y e alddll Al salaadl Gk e a4 -5
A gl
Disadvantages of Forging dalaall Cilaasa
3):\.\53‘ 3alaal) u..uls.d M\A_}j 47)&1.9 @j‘}“ LY dal< -1
AaaY elgd) cillae 23alul) salaal) ciblee (allats -9
Baiaall JISEY) Ll LeiSay Y -3

(oSl (338) anay 1aaae 48 ylaall adY) anall oS -4
Asell alaall JS35 3 Lealadind (S Y -5

Hot Forging cAludl e salaall

e Lgld 5Ll salaadl e A6 jlie sl Bale) 351 e A 50 (B8 5 a3 Al lileall
Y el

Ga 81all Gila s gl ) aa g el alea) pmlidil Cuny JBl (58 Lalud i -]
(A Al (e Madil Sa) Eigaa ade g Aald
:\:ﬂ\.c MMMWBJ\F\%JJEMJM%M\ o.ﬁl_u-z
Leadan) alailly Lgie palaill ol dsabosall (il g 3800 J) 33Y1 e paladll -3
BJJ\_A\ EJ‘JAJ\J LJ\AA @Jw‘ (e JgJ:J\ L@.\;M AL salaall u\ \)_” u.u\a.d\ XYY &
e

RIET) - Jal 43y -2
Ale Lk 558 -3

Cold Forging 2, e salasl)

UJU_AJ J}Lﬂ‘ 'BJLGJ B_)\_);:\;J.Jondgi :\:1_)\); Q\;Jdﬁc Lﬁ_)é-’ &u\ k_al_\Lud\ ‘;&)J
A Cpalad) L e AL salaadly 20 jlia s Leie Ly 8 ol 48 jal) 5 ) ja da 0 die aliaal)
opaedll dalad) aae -]



Al plea SPENPIPAT
e AAlud) Balasdl &5 Hlaa f5 gbuall (e daall Led ) V) Guilaall 038 xa g
LA&:\ 6 8 Jaalod llati -1

Slel @l o a8 allaii -2
sy ypedd Glilee allats 88 ¢ J8 ) Jasiml) Ay il 5 J81 (axal) dulias -3

.%ﬁfﬁiﬂﬁaah%\cjﬁj@@ﬂm\js "I 54

Classification of Forging Processes  salaall Cillac Cayical

laa e o () deadiiall Glaxad) s salaall Glilae paad

Forging Hammer or Drop Hammer akalull 43 jlaally salaall ol (3 ykally salaal) -1
Press Forging  hall salasll -2

rop o)l ADE D) salaal) apdi (S leall ¢ 5 e lalaic ]

Open-Die Forging 4~ sidall () gall & 3alasl) -1
Closed-Die Forging 4dlaall il @l & 33laall -2

Flash less Forging  _=es Sl salasll -3

215 a3l 55 L Ly

daaid (5 sladl Ul Wl lain e latiua g WG Al Qlal) o5y 45y Hhall o288
Gaob ge BB (ol aliall Jyll s paiuall 3 geall 491K Las Legly Ram Sl
fed Gl EOB e Baal

ool e by ala wdd gl glall QN Gl Jaly dG ) ol
riall # ol G GMSEAY) Jady s paSlaie Gualadh ) Gald 0 G dal)



& Jpad ey eV ) s slall QAN 5 ol anay = oll) draay cplid ol
Jrdy Jad e (b pal) alaiily Al = sl pad oy 3 gl o g 6 Ak e
150 — 60 4> 5 () o2 48 haall (Kayy Al ) Blow 4y 4a g5 4ndal)
Sl g sl Ala (5 g AR ylall o34 b Ay puall il ) AalAl) ) A88AL 4y

A8l ass

Potential energy = m.g.h ................ (1)
Where:

m = mass

g = acceleration of gravity

h = height of the ram drop
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p = air or steam pressure acting on ram cylinder on down stroke
A = C.S.A. of ram cylinder

h = height of the ram drop
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Tensile Specifi ¢ Cutting Force Kc (MPa)
Workpiece Material Strength(MPa)
P TCl e e 0.1(mm/rev) | 0.2(mm/rev) | 0.3(mm/rev) | 0.4(mm/rev) | 0.6(mm/rev)

Mild Steel 520 3610 3100 2720 2500 2280
Medium Steel 620 3080 2700 2570 2450 2300
Hard Steel 720 4050 3600 3250 2950 2640
Tool Steel 670 3040 2800 2630 2500 2400
Tool Steel 770 3150 2850 2620 2450 2340
Chrome Manganese Steel 770 3830 3250 2900 2650 2400
Chrome Manganese Steel 630 4510 3900 3240 2900 2630
Chrome Molybdenum Steel 730 4500 3900 3400 3150 2850
Chrome Molybdenum Steel 600 3610 3200 2880 2700 2500

Nickel Chrome Molybdenum
900 3070 2650 2350 2200 1980

Steel

Nickel Chrome Molybdenum

352HB 3310 2900 2580 2400 2200
Steel

Hard Cast Iron 46HRC 3190 2800 2600 2450 2270
Meehanite Cast Iron 360 2300 1930 1730 1600 1450
Gray Cast Iron 200HB 2110 1800 1600 1400 1330
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Tensile strength Specific Cutting Force KFs(N/mm?)

Workpiece material (kg-mmz)
and hardness | 0-1(mm/rev) | 0.2(mm/rev) | 0.3(mm/rev) | 0.4(mm/rev)| 0.6(mm/rev)

Mild Steel 520 2200 1950 1820 1700 1580
Medium Steel 620 1980 1800 1730 1600 1570
Hard Steel 720 2520 2200 2040 1850 1740
Tool Steel 670 1980 1800 1730 1700 1600
Tool Steel 770 2030 1800 1750 1700 1580
Chrome Manganese Steel 770 2300 2000 1880 1750 1660
Chrome Manganese Steel 630 2750 2300 2060 1800 1780
Chrome Molybdenum Steel 730 2540 2250 2140 2000 1800
Chrome Molybdenum Steel 600 2180 2000 1860 1800 1670
Nickel Chrome Molybdenum
Steel 940 2000 1800 1680 1600 1500
Nickel Chrome Molybdenum
Steel 352HB 2100 1900 1760 1700 1530
Cast Iron 520 2800 2500 2320 2200 2040
Hard Cast Iron 46HRC 3000 2700 2500 2400 2200
Meehanite Cast Iron 360 2180 2000 1750 1600 1470
Gray Cast Iron 200HB 1750 1400 1240 1050 970
Brass 500 1150 950 800 7000 630
Light Alloy (Al-Mg) 160 580 480 400 350 320
Light Allow (Al-Si) 200 700 600 490 450 390
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BODY CLEARANCE
CUTTING EDGE OR LIP
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