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Numerical Study of effects of design and process parameters on cold forging of

axisymmetric part
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Abstract

This paper studies effects of cold forging design and process parameters on the metal flow
workpiece quality and die performance using numerical simulation of cold forging process. The model has
firstly been validated by comparing the simulation results obtained with the die and process condition
currently used in a factory with the experimental results from the factory. Good agreement has been
seen. The model has then been used to study the influence of design parameters and process
parameters which included punch taper, punch fillet radii and lubrication. The analyses have been done
by comparing the stress, strain and forging load. The new design approach for this workpiece that has
been presented in this study can increase the height of the part up to 18% .
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