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prediction and use in OMD (in Russian language), Metallurgy, Moscow (1984), 64 p. Google Scholar Page 2 Citation counts are provided from Web of Science and CrossRef. The amount of data can vary depending on the service and depends on the availability of data. The graphs will be updated daily
as soon as they are available. jmec87 (Mechanic) (OP) 11 January 19 23:59 I know that the forging reduction ratio is defined as the ratio of the original to the final transverse area. However, I recently encountered the suggestion that if the ingot is upset to increase the transverse area before being forged
to reduce the transverse area, the reduction rate is the ratio of the upset inter-departmental area to the final transverse area. Is that reasonable? Can anyone recommend any links (such as standards or ASM handbooks) that would clearly allow or fail to define the reduction ratio in this way? Example:
Ingot size: 20diameter bullion upset to size: 24 diameter (all length forging) The final forging size: 10diameter in this case, will the reduction ratio be (20'2)/ /(10'2) or (24'2)/(10'2)? Thank you for helping keep Eng-Tips Forums free of inappropriate messages. Eng-Tips will check this and will take action.
Page 2 Engineering Report - Top 10 Types of Manufacturing Defects This 22-page report from Instrumental identifies the most common types of manufacturing defects detected in 2020, demonstrates trends from 2019 to 2020, and provides insight into how to prevent potential outages in 2021. Unlike
other methods, Instrumental manages correlations between different data sources to help engineers find and correct root causes. Download Now White Paper - Addressing tools and casting requirements at the design stage Multiple tools and casting parts requirements can be considered at the design
stage. If these requirements are not addressed at the design stage, a lot of time is spent on iteration design when the design reaches the die caster. These design issues increase the time and cost of production, resulting in time delays to the market and lower profits for the organization. Download Now
White Paper - A new approach to design and production collaboration benefits of cost and time saving through effective collaboration mechanisms at the right time have been highlighted in this white paper. DFMPro, CAMWorks eDrawings together improve cooperation. Download Now White Paper - Why
and how DFM Review Automation Build level restrictions should be satisfied before the design can move downstream. This document will go through a variety of different at the level of issues that need to be addressed by different organizations on a regular basis. Download Now Page 3 Engineering
Report - Top 10 Types of Defects in Production This 22-page report from Instrumental identifies the most common types of manufacturing defects discovered in 2020, demonstrates trends from 2019 to 2020, and gives an idea of how to prevent potential downtime in 2021. Unlike other methods,
Instrumental manages correlations between different data sources to help engineers find and correct root causes. Download Now White Paper - Addressing tools and casting requirements at the design stage Multiple tools and casting parts requirements can be considered at the design stage. If these
requirements are not addressed at the design stage, a lot of time is spent on iteration design when the design reaches the die caster. These design issues increase the time and cost of production, resulting in time delays to the market and lower profits for the organization. Download Now White Paper - A
new approach to design and production collaboration benefits of cost and time saving through effective collaboration mechanisms at the right time have been highlighted in this white paper. DFMPro, CAMWorks and eDrawings together improve cooperation. Download Now White Paper - Why and how
DFM Review Automation Build level restrictions should be satisfied before the design can move downstream. The document will address the various issues at the assembly level that need to be addressed by various organizations on a regular basis. Download Now in: We have a customer who states on
every order, forging should include at least a 3-to-1 forging reduction factor from the start of the stock harvest. How can I understand this and prove it mathematically? A: Reducing forging is generally considered to be the volume of cross-cutting that occurs when extracting from a bar or harvesting. The
original section, divided by the final section, is the forging factor (say, 3:1). There is an equivalent reduction on precipitation per forging being upset during forging (transfer gaps, for example). In this case, the upset ratio of the onset length of blanks over the final height is an upset ratio. This is similar to the
overall reduction of bar reduction. However, the uniformity of the deformation from center to edge may not be as easy to assess as the edging measure of the reduction. The fact is that the key reasons for getting a good amount of deformation in the for fore being is to eliminate the porosity of the material
and refine the size of the grain, as well as break down the inclusions in the starting steel or colored materials. Since the deformities occurring in the closed die are so changeable, it is not possible to provide number of cuts. That is why the forger tends to get a higher level of deformations at the pre-forming
stages. Consider the cast of the blank, which in the closed to die. In such an example, there would be areas that pretty much worked and others that are hardly deformed at all, depending on the shape of the dies. This can lead to some areas that contain voids and insystive porosity, as well as to wide
varying grain sizes. That's why the forger pays so much attention to the reduction of bars and preformed reduction stages. There is another point that I have to make about the importance of reducing in forging: if the temperature for forging became above about 2200oF, then a reduction of at least 15-20%
is needed to ensure that the grain size from heating is again refined. Heating up to a level above 2,200 degrees Fahrenheit (closer to 2,300 degrees Fahrenheit) can cause overheating if the deformation does not occur during subsequent forging. This is an important metallurgical distinction. When I
clarified the forging temperature for 4140 steel, I wanted to point this way. For hot forging with large cuts: 2,325oF max. For closed forging with a wide range of cuts, but with areas that didn't work much: 2250oF max. To warm up for strikes that get very little work: 2150 degrees Fahrenheit max. An
exception to these guidelines is forging micro-alloy steels. In this case, the need for significant deformations during final work is essential for the development of the properties and grain size to maximize the response to the air cooling processes that follow. This is because there is no normalization or heat
processing cycle to clarify the grain size. In this case, the finite grain size is a function of the amount of deformation and the rate of cooling that follows the forging. Forging. reduction ratio in forging pdf. how to calculate reduction ratio in forging. effect of reduction ratio in forging. reduction ratio in upset
forging
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