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Shop process design analysis of heavy free forging press
Lv Zengyin
(No.1 dept., No.6 Institute of Project Planning & Research of Machinery Industry, Zhengzhou, China)

Abstract: The process flow and layout of free forging shop is analyzed, double-span and triple-span layout is
given with each advantages and disadvantages. Otherwise, the relations beteween equipments, between
equipment and factory, and between equipment and utilities is discussed. It has high value for free forging shop
process design.
Keywords: free forging, hydraulic press shop, process design
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Table 1 Forging ratio of typical forgings
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Table 2 Forging capacity and supporting equipment of hydraulic press
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Fig.1 Typical process layout
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Fig.2 Typical process layout
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Fig.3 Position relation drawing between equpment and factory
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Table 3 Supporting factory parameter for free forging press
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