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A Study on the Flow Forming Process to Develop the Main Part of
Auto Transmission of Automobile
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Abstract Tlow forming is a chipless metal forming method for axi-symmetric parts, which is more economical,
elficient and versatile mecthod of producing parts than the other sheet metal forming process such as stamping or
deep drawing. In this study, flow forming process with 1-Roller is applied to produce auto-transmission parts of
automobiles which have been produced by press drawing process so far. It can be known that flow forming process
iz applicable to the flexible manufacturing system due to the low cost for the establishment and it can be
combined with press forming process to promote productivity and to improve the accuracy of products.
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Table 2. MM JIZER| F2AM2
Machine
Cenler hcigl_‘it 430 mm
Max. blank diameter 400 mm
Spindle drive capacity 30 kw
Max. Spindle speed 600 rev/min
Slides
Lnngi;uc‘l‘ina.l thrust 15 ton
Longitudinal travel ’ 300 mm
o Transversal thrust 1_‘3 t_on
Transversal travel 200 mm
Tail stock )
Contact pressure 6()-£c)11
Tr-a.vel 300 mm
Formable material thickiess .
Sta{n.igés steel 6 mm
Steel 15mm
o Brass 20 mm
Soft copper 25 mm

Alurmirium 995

40 mm
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