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Deformation and Closing of Internal
Cavities in Ingot by Solid Forging.
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Fig. 2. Deformation-press stroke curves at

various positions in test block, using
flat-plate anvil.
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Fig. 3. Closing of central holes in forging

by using flat anvil.
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The effect of anvils on deformation
and closing of holes at the center
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in the Hot Extrusion of Steels.
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Experimental apparatus.
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Table 1. The values of f(mm) shown in Photo. 2.
) Entry radius b orc .
a Die mm
mm ' mm| B2 | © 12°5 20 22°5 25 27°5 30 325 35
C 5 B ] 150 1 T 67 52 ; 44
15 : ‘ -
: D 5 10 77 67 63 85 88
5 15 71 58 69
c 5 | . — 170 135 | 123 73 64
o 5 15 117 106 139 131 133
10 | D 10 15 ot | 100
cD 5 _ ’; 1 . 102 | 107 127 115

C=conical die. D=double die. CD=conical double die. thickness of die @®=15mm.
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