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Effect of process parameters on axial parts with super large area reduction during
twice cross wedge rolling

LOU Yizhi,» ZHANG Kangsheng, YANG Cuiping, HU Zhenghuan

School of Mechanical Engineering: University of Science and Technology Beijing: Beijing 100083, China

ABSTRACT  In order to find out the forming rules for axial parts with super large area reduction during twice cross wedge rolling,
the extreme rolling experiment under different process conditions was done on an H630 rolling mill- The effect rules of process param -
eters on the rolling quality were achieved- It is shown that process parameters have determinant effect on the internal defect and ten-

sion fracture of the parts with super large area reduction- If the parameters are proper: the qualified axial parts with large area reduc-

tion can be produced -
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Table 1 Process parameters for the twice cross wedge rolling die
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Table 2 Process parameters for the once cross wedge rolling die
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Fig-1 Tension fracture of rolled pieces
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Fig-2  Sketch of cutting position

B3 SAILAMEMEMEL. (a) a= a=20°, Bi=8,=6"; (b) ;=20°, ay;=30°, B,=6", B,=9°
Fig-3  Micrographs of the maximal cavity: (a) o= a,=20", B=0,=6"; (b) @1 =20°, a,=30°, B=R=6"
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Table 3 Maximal cavity size of the sample of 20 mm in diameter after

single cross wedge rolling
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Table 4 Maximal cavity size of the sample with limiting area reduction after twice cross wedge rolling
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