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ABSTRACT

In this paper, the deformation method for inner and outer races of roller-bearing by means of the warm precision

forging is investigated. We adapted the process design such as following that, to increase Die life, reduce heat transfer

through conduction and the eccentricity of preform in warm forging of bearing race, the bottom portion of billet is formed

during upsetting process. Then it is backward extruded, and thus obtained ring preform is formed by combined extrusion.

Also, we compared it with the forming method in China and Japan, and we have known it is more excellent method.

Besides, this forming method is simulated by UBST which is based on the merits of UBET and FEM. The resuits show

that it is easy to know the exact location of neutral surface through the inspection of streamline during combined

extrusion, and the velocity vector distribution along the surface of velocity discontinuity is investigationed. Also

the

effectiveness of this method is proved by the experiment using model material that is Plasticine.
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Fig.1 Comparison between previous process and
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Fig.4 Combined extrusion
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developed processes
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