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Application of FEM to the Forming Process of
Disk-Brake Piston
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Department of Industrial Automation, Inha University
*Department of Mechanical Engineering, Dongguk University

ABSTRACT

A design methodology is applied for manufacturing a disk-brake
piston component. The design criteria are the limit drawing ratio and
the forging load within the available press limit. Also, the final product
should not have any geometrical defect. The rigid-plastic FEM has
been applied to simulate the conventional four stage manufacturing
processes, which include deep drawing and forging process. Simulation
of one stage process from a selected stock to the final product shape
is performed for generating information on additional requirements for
metal flow. Two stage forming processes with different punch corner
and nose geometries are also simulated to identify the possible best
solutions. Finally, the best manufacturing process is selected, which is
using a hemispherical punch in the deep drawing process. '
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