FEE®E Vol.50 No.1(1988) /P11

Vlewpomts of Hot Forgmg Technology toward 21st Century
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Synopsis

Recently, society’s demands based on diversified needs, fierce international competition and the need to protect the
environment have made it necessary for hot forging products to incorporate significant benefits such as lower production
costs and shorter product development time, in addition to improving performance and reducing weight.

Over the last five years, new forging technologies have been developed and brought into use, improving productivity,
tightening manufacturing tolerances and enabling die design processes with high quality. Key technologies such as
tribology and CAE make valuable contributions to these improvements, and their applications are introduced in this
paper, which also describes new concepts for the technologies required for the problems remaining to be solved.
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