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High Accurate Parts Forming in Cold Forging

ogoogddaono
Hideyuki SATO

googaod
Toshihiro IMAI

ogoogon
Seiji UTSUNOMIYA

Cold forging is the manufacturing process that accomplishes cost reduction. Requirements to reduce

machining process or grinding process (net-shape forging) are increasing day by day. To answer these

demands, we are developing the net-shape forging technology.

In this paper, we describe high accuracy forming technologies related to forming process design and

die design in cold forging. For example, accurate improvement of inner diameter by considering the

deformation of die or work in process and bottom thickness by automatic press die height control.

Key words [ Cold forging, Cost reduction, Net-shape forging, High accuracy forming
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Fig.2 Product and die alignment
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