Effect of Upper Anvil Shape on Enlarging Forging

Takeshi MIYAZAWA

Abst ract In the construction of reactors or pressure vessels for oil chemical plants and
nuclear power stations, mono block open-die forging rings are often utilized. Generally,
a large forged ring is manufactured by means of enlarging forging. During the enlarging
process the circular ring is often distorted and becomes an ellipse in shape. This
phenomenon makes the matter still worse in forging of larger rings. In order to make
precision forging of large rings,  we have developed the forging method usinga  -shape
anvil. This paper has analyzed the forming process of large ring by computer program
based on F.E.M. and examined the effect on the precision of ring forging.
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