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[ Abstract] This paper studies a new blank making method of large free forging bending forgings,
after simulation calculation,the bending forgings produced in the production test can well meet the
requirements of the drawing,and the result of simulation calculation is very similar.At the same time,
this method can meet the product requirements,better than the traditional method.This method
breaks through many points of attention of traditional bending forging, and forms a new mould
design and bending billet making method.
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