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Effect of Ridgeline Shape on Elastic Inner Stress of Diein Cold Forging of Bevel Gear

Yuji MURE

Forming simulation has been conducted extensively in the forming process design to achieve successful and optimum

metal forming process. Elastic deformation analysis of a cold forging die to form bevel gear were carried out by using

the experimental analysis system, by which inner stress of the die could be visualized, developed by the author previously.

As aresult, quantitative and graphical information concerning the effect of configulation of ridgeline part, which often

becomes damage part, on inner stress of the die could be obtained. Those results prepare useful information to accomplish

extension of the die life.

Keyword : Experimental Simulation, Cold forging, Bevel gear, Process design
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Dimensions and photograph of bevel gear
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