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(a) Punch, (b) Ejecting pin, (C) Insert die, (d) Stress ring
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Fig. 1 Die-set for cold forging and die fracture part
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Fig. 3 Results of analysis (Velocity and Stress-Effective)
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Table 2 Analysis conditions for die stress analysis

Unit Die(Insert) Die(Stress ring)
Material - wcC SKH55(51)
Young’s modulus GPa 576.2 201.7
Poisson’s ratio - 0.3 0.3
Shear friction factor - 0.08
Shrink fitting - 0.002
7ol a4 A= Casele] A-$ =LA
Case2, Case32] 4%
1] ¥kt
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Fig. 4 Max principal stress distributions
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Fig. 5 Measurement result of Max principal stress in Die2
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Fig. 6 Effective stress of forging analysis after die stress analysis
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