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Forging Process Design Using Forging Simulator for Turbine Blades
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Steam turbine blades require high-precision manufacture. To optimize near-net shape forging, e. g. die and work design,
the metal flow pattern and forging force must be predictable. We developed a CAD/CAM and CAE system using a forging
simulator for turbine blades. In scaled-down model blade forging, the shape and forging force predicted by the simulator
using rigid-plastic FEM we are very similar to those in experiments. CAE has the advantages of reducing material waste
and lead time, because die and work design are optimized more quickly by the simulator than in experiments.
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Forging process for turbine blades and screw press
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Schematic deformation pattern of die forging
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