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Fig. 1. Final geometry of the forging wheel. Fig. 2. Evolution of the forging part for different operations and blows.
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Steel Die Forgings: Machining Allowances, Radius and Drafts Steel Die Forgings: Tolerances and Permissible Variations
1 PR : R PR R SRR - AR R (M) -

L !.ﬂlﬁlli HRME R RS R R BRI 250 kg BT SARIEE 2,500 mm AT
2. TR RS ¢ 001 ~14055

SRR .
£ WEmE TR &ﬁxk&xzn#mnmtzhﬂugzm# REERLENARHE
[ B 2 #ze
2 FMARREEZBA RS
21 A WS T AR S SRR - R AR & Wl o
2.2 EFRE: AR TAER
(0 Filt: EXSREMART » RIEREHZHE « TLAAEEZRERRAR 2 RN T
ik
(2 Edl: HERZ L% SR ASTREZBLNA -
2.3 #EE  ERAEMERNENS L2 —RERE  KERERRFREGZHRS  BALEE LY
—RERREBRERZARS » BhANLHGBRAL -
24 IRAEZERWH:
241 SR @IS -
204.2 APPSR SR ¢ P ARATTIE SRS th LR RO M i S o e L S -

1
SR oM
25 HHERH SRR &

TR - 1 B RIZ A - LR S5 s S G 6~ B - e D

BEBTREY  FRRENT

M Mo MZGREE 0.65% (ERETE) LFAAMALKA (Mn,Cr,Ni Mo, V,W) %
BRES % (HRTHE) LTE -

WTH M BZAREAR 0.65% (REEFL) S&MASKH (Mn,Cr.Ni, Mo, V, W) 28
W ORBE ) K %%

HREEE (SRENT S RE R G- H AR A AREZ M 82 -

2.6 BITZFML  FRICHMZ WG : WEERS LB - BEEEHRS | RAZMBIRKE
ETIREE » NeRLIL RN — Ao R 2 REERORENE » LR S RO R » TTIRTFREH ¢

s
5=
At ms BIREZER » me BEEFGSABN (EBRAELIR MG Ladpn
SRz W FTRRREZ THEm) -
FREA R T
Wi S1:5 2K 0.63F1¥:.
Wik S2:S KK 0.32F 0.63 K-
MM SIS ZUKR 0.16 E 0.32 % -
W S4:S ZHKRMNO0FE 0.16 ¥

WREM: 105 £ 1 H
[E2HM: 10T £ 8 B

. o 530 _ T
B A H " =~ |8 0T B M
TZesAwve! 8 K G F K m BB M T & #® B M ) P - (B W B W
e = N Bas Aubl @ A B 7 2w mE o g g F
18t 21,322 —1— e 621 861 —1-
iR fenp FEE 3
f 12073 S 12074
N
CNS LR A 2 BEEL R CNS BRI AR Z iR R
(B2 7 8 6 HB2787
Die Materials of Hot Forging Closed Die Flash Cavity of Hot Forging Closed Die
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Minimum Wall Thickness and Height for Different Cross Sections of Hot Forging Closed
Die
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Die Wear Tolerance for Hot Forging Closed Die
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Minimum Rounded Radii and Drafts of Hot Forging Closed Die
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Machining Allowance for Open Die Forgings
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