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Study on the Development of Die Design System
for Turbine Blade Forging

Abstract
The predictions of metal flow, forging load, optimal die angle and preform size are not
S0 easy in turbine blade forging. First of all, the quality of final product is influenced hy
side force which is one of the significant factors. In this study, slab method is applied
to determine optimal die angle minimizing side force and the position of preform. Finally,
drawing of die design is obtained in optimal dic angle with developing tool that is
comnosed of Visual Basic.
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