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ABSTRACT

This paper describes the process design and forming limit of the forged hinge product with the axial
protrusion on the sheet metal. Process design is consisted of preform and forging process. In this case
sthe forged hinge product can be formed in a single workpiece without assembling another axial part to
it. Process design of the forged hinge product is analyzed by the commercial FEM program. It is known
that process design with preform process , shown by the FEM simulaion , can bring the forming limit

of the forged hinge product to a great expansion.
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Fig.1 The conventional process of forward
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Fig.2 Comparison between the two of Hinge
product forged process
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Fig.3 The process design of new sheet metal
forming
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Fig.4 Forming limit of the preform
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Fig.5 Result on the effective strain and mesh of
forging operation from preform to final
product
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Fig.6 Result on the effective strain of new sheet
metal forming process from initial billet to
final product
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