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The objective of this study is to innovate the new forming process of forming C35 steel tube, by
changing the forming method from 8 minutes per piece machining to upsetting. MSC.Marc 2003,
finite element applice}tion is used to be the problem analysis program to simulate the process of
upsetting. The specimen has 20 mm. outside diameter, 14.4 mm. inside diameter and 29.6 mm.

length in dimension, with the same material properties in any direction.

The simulation showed that in case of forming only by upsetting, the work piece cannot be
succéeded.‘ The problems were 1) Wrinkle was found on the inner surface of tube 2) Radius between
head and body was not full in die. 3) Radius of the top surface was not full in die. From the
information above, the orbital forging has been considered, but it was also failed because the
material could not go in the die. Finally, This study has changed the forming method by mixing up
between upsetting and orbital forging. Started with orbital forging which used a punch rotated
around a work piece to squeeze material, when orbital forging move 2.3 mm. down then changed to
upsetting. The result showed that 1) Wrinklc was not found inside a tube hole. 2) Radius between
head and body was not full in die but the dimension was in acceptable range. 3) No Radius appeared

on the top of surface.





