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Abstract
As a today there are many pieces forming process by the manufacturing process, each product is
produced in several sessions. After production, pieces are incomplete. That part cannot be used for a job.
The lost material in this process is more than 30 percentages. Time and budget was gone. Therefore, it
needs to be analyzed and designed to be appropriate.The Simufact program is designed to analyze and
modify the pattern to come out with the most effective. This research simulation with bearing UCF type 1
inch size. Result for fins not exceeding 10%. Then simufact program increase produce process efficiency.
Keywords : Forging process / mold / UCF / Forming
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