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Computer Control of Die Forging Equipment for Quality Stability in

Titanium Alloy Forgings
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Kobe Steel produces the compressor disc titanium forgings for aircraft jet engines, using the die forging
equipment of the 400k] counterblow hammer. In recent years, there has been a demand for the stable production
of high quality aircraft disc forgings to ensure high power and ultra-high reliability in aircraft jet engines. The
equipment for the 400k] counterblow hammer was retrofitted in May 2007, including such elements as the
computer control, and measures were taken to increase the power of the compressor and accumulator. The
stable production of high-quality in Ti-6246 alloyed disc forgings has been achieved by the computer control and
increase in power. At the same time, Kobe Steel has improved the productivity of Ti-64 alloyed discs.
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Fig. 2 Influence of temperature and strain on microstructure by

beta-processed forging
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Fig. 3 Temperature and strain distribution during disc forging from

FEM analysis
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Fig. 5 Schematic of hammer motion
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Fig. 9 Fluctuation of air pressure during forging
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