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The study of hot forging process for manufacturing Yoke Spline by using finite
element modeling
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Abstract

This research aims to reduce the waste of Yoke Spline from the hot forging process. The reduction of debris from the
pounding process can reduce the cost of production. Using the finite element modeling model, the pushing process was
performed. The workpiece is made of medium carbon steel material S45C. The research is conducted in the Finite Element
Simulation. Finite element modeling. Simulation of the piling is divided into 36 experiments, each of which has its shape
and size. Different preforms Measure the fin length between the actual workpiece and the model. Measure the force that
occurs between the actual workpiece and the model. Then compare the fin length and the force between the actual
workpiece and the model. To find the appropriate preform size and shape that minimizes waste. And studied all three
parameters, namely the initial workpiece size Degrees, preforms, and radii. The experimental results show that the initial
workpiece size and preform shape correlate directly with the fin length. The length of the initial piece has the greatest
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influence on the length of the fin and the proper preform design, thus reducing the forming force, resulting in a longer

mold life.

Keyword: hot forging process, finite element method
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