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9.

. After-effect. A particular case of creep when a growth of irrecoverable

strains occur under a constant stress.

. Age hardening (aging). (1) The latter part of a two-step heat-

treating operation applied to certain alloys for strengthening and
hardening (see also Solution heat treatment). Aging involves heating
to a relatively low temperature for a specified period of time, and re-
sults in controlled precipitation of the constituent dissolved during the
solution heating treatment. (2) The change in the properties of a
metal that occurs at relatively low temperature following a final heat
treatment or a final cold working operation; aging tends to restore
equilibrium in the metal and eliminate any unstable condition induced
by a prior operation.

Air bend die. Angle-forming dies in which the metal is formed with-
out striking the bottom of the die. Metal contact is made at only three
points in the cross section the nose of the male die and the two
edges of a V-shaped die opening.

. Aircraft quality. Denotes stock of sufficient quality to be forged into

highly stressed parts for aircraft or other critical applications. Such
materials are of extremely high quality, requiring closely controlled,
restrictive practices in their manufacture in order that they may pass
rigid requirements, such as magnetic particle inspection. Stock and
forgings for aircraft and other critical applications produced under
closely controlled melting and fabricating practices to minimize non-
metallic inclusions, segregation, and surface and internal flaws.
Air-lift hammer. A type of gravity drop hammer where the ram is
raised for each stroke by an air cylinder. Because length of stroke can
be controlled, ram velocity and thus energy delivered to the workpiece
can be varied. See also drop hammer and gravity hammer.

. Alligatoring. A complex defect (multiple fractures) in rolled plates

and sheet caused by nonuniform deformation or by the presence of
defects in the original cast ingot.

. Alloy. A material having metallic properties and composed of two or

more chemical elements of which at least one is a metal. In practice,
the word is commonly used to denote relatively high-alloy grades of
material, for example, "alloy" steels as differentiated from "carbon"
steels. Materials are alloyed to enhance physical and mechanical
properties such as strength, ductility, and hardenability.

Angle of bite. In the rolling of metals, the location where all of the
force is transmitted through the rolls;, the maximum attainable angle
between the roll radius at the first contact and the line of roll centers.
Operating angles less than the angle of bite are termed contact an-
gles or rolling angles.

Angularity. The conformity to, or deviation from, specified angular
dimensions in the cross section of a shape or bar.

10. Annealing, full. A heat-treating operation wherein metal is heated
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to a temperature above its critical range, held at that temperature
long enough to allow full recrystallization, then slowly cooled through
the critical range. Annealing removes working strains, reduces hard-
ness and strength of a metal, improves formability, or develops a de-
sired microstructure, and increases ductility. Machinability may be
improved or degraded, depending on the material involved.

11. Anvil (base). Extremely large, heavy block of metal that supports
the entire structure of conventional gravity- or steam-driven forging
hammers. It holds the stationary die of a forging hammer. Also, the
block of metal on which hand (or smith) forgings are made.

12. Anvil cap (sow block). A block of hardened, heat-treated steel
placed between the anvil of the hammer and the forging die to pre-
vent undue wear to the anvil.

13. Approach angle. Zone of the drawing die between the entering an-
gle and the land.

14. Austenite. A solid solution of iron and one or more alloying ele-
ments that is characterized by a face-centered cubic crystal struc-
ture. In the common engineering steels, the high-temperature aus-
tenite phase transforms into pearlite, bainite, or martensite, depend-
ing on the cooling rate. Certain grades of stainless steel are austen-
itic at room temperature by virtue of alloying and heat treatment.

15. Automatic press stop. A machine-generated signal for stopping
the action of a press, usually after a complete cycle, by disengaging
the clutch mechanism and engaging the brake mechanism.

16. Automatic press. A press with built-in electrical and pneumatic
control in which the work is fed mechanically through the press in
synchronism with the press action.

17. Auxiliary operations. Additional processing steps performed on
forgings to obtain properties, such as surface conditions or shapes,
not obtained in the regular processing operation.

18. Axial rolls. In ring rolling, vertically displaceable, tapered rolls,
mounted in a horizontally displaceable frame opposite from but on
the same centerline as the main roll and rolling mandrel. The axial
rolls control the ring height during the rolling process.

19. Back relief angle. Outlet zone of the drawing die.

20. Back stress. Stress developed due to prior loading or Bauschinger
effect.

21. Backing arm. A device for supporting the ring rolling mill mandrel
from above during the roll process.

22. Backup rolls. Rolls which idle against and support the work rolls.

23. Backward extrusion. Forcing metal to flow in a direction opposite
to the motion of a punch or die. Same as indirect extrusion. See ex-
trusion.

24. Bamboo defect. Extrusion defect caused by periodic sticking of the
extruded product along the die land. It causes rapid pressure in-
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creasing and its releasing afterwards. The cycle is then repeated
continuously, producing periodic circumferential cracks on the sur-
face.

25. Banded structure. A chemically segregated or aligned structure
that parallels the direction of metalworking.

26. Bar (1) A section hot rolled from a billet to a form, such as round,
hexagonal, octagonal, square, or rectangular, with sharp or rounded
corners or edges and a cross-sectional area of less than 105 cm?
(16 in.%). (2) A solid section that is long in relationship to its cross-
sectional dimensions, having a completely symmetrical cross section
and a width or greatest distance between parallel faces of 9.5 mm
(3\5 in.) or more.

27. Bar end. See End loss.

28. Bar folder. The device for bending.

29. Barreling (pancaking). Convexity of the surfaces of cylindrical or
conical bodies, often produced unintentionally during upsetting or as
a natural consequence during compression testing. Barreling is
caused by frictional forces at the die-workpiece interfaces and rapid
cooling of the material near the interfaces that oppose the outward
flow of the materials at these interfaces and may be minimized if a
lubricant is used. See also compression test.

30. Barrier effect. A blockage of the slip bands by the grain boundaries
or the pile-up of dislocations against a grain boundary.

31. Base. See Anvil.

32. Batch furnace. A furnace for heating materials where all loading
and unloading is done through a single door or slot.

33. Bauschinger (reverse loading) effect. Phenomena when the total
strain are not the sum of that in tension and compression for a com-
plete reversal of strain path due to the development of the so called
‘back stress’.

34. Bead. A narrow ridge in a sheet metal work-piece or part, com-
monly formed for reinforcement.

35. Beaded flange. A flange reinforced by a low ridge, used mostly
around a hole,

36. Beading. Bending operation when the edge of the sheet metal is
bent into the cavity of a die. The bead gives stiffness and eliminates
sharp edges.

37. Bed. (1) Stationary platen of a press to which the lower die assem-
bly is attached. (2) Stationary part of the shear frame that supports
the material being sheared and the fixed blade.

38. Bell (die bell). Entry zone of the drawing die. It may be angle or ra-
dius.

39. Bend angle. The angle through which a bending operation is per-
formed, that is, the supplementary angle to that formed by the two
bend tangent lines or planes.



40. Bend or twist (defect). Distortion similar to warpage, but resulting
from different causes; generally caused in the forging or trimming
operations. When the distortion is along the length of the part, it is
called "bend". when across the width, it is called "twist." Low-draft
and no-draft forgings are more susceptible to bending, as they must
be removed from the dies by some form of mechanical ejection. Dull
trimming tools and improper nesting will cause bending in the trim-
ming operation. When bend or twist exceeds tolerances, it is consid-
ered a defect. Corrective action entails either hand straightening,
machine straightening, or cold restriking.

41. Bend radius. The inside radius of a bent section.

42. Bend. Operation to preform (bend) stock to approximate shape of
die impression for subsequent forging; also includes final forming.

43. Bender. (1) Bends stock in the required directions for preliminary
forging to approximate the ultimate shape; the die portion forming the
longitudinal axis in one or more planes. (2) A die impression, tool, or
mechanical device designed to bend forging stock to conform to the
general configuration of die impressions subsequently to be used.

44 Bending brake or press brake. A form of open-frame single-action
press that is comparatively wide between the housings, with a bed
designed for holding long, narrow forming edges or dies. Used for
bending and forming strip, plate, and sheet (into boxes, panels, roof
decks, and so on).

45. Bending dies. Dies used in presses for bending sheet metal or wire
parts into various shapes. The work is done by the punch pushing
the stock into cavities or depressions of similar shape in the die or by
auxiliary attachments operated by the descending punch.

46. Bending rolls. Various types of machinery equipped with two or
more rolls to form curved sheet and sections.

47. Bending stress. A stress involving tensile and compressive forces,
which are not uniformly distributed. Its maximum value depends on
the amount of flexure that a given application can accommodate. Re-
sistance to bending can be termed stiffness.

48. Bending. A preliminary forging operation to change the axis of the
workpiece and to give the piece approximately the correct shape for
subsequent forming. The straining of material, usually flat sheet or
strip metal, by moving it around a straight axis lying in the neutral
plane. Metal flow takes place within the plastic range of the metal, so
that the bent part retains permanent set after removal of the applied
stress. The cross section of the bend inward from the neutral plane is
in compression; the rest of the bend is in tension. See also bending
stress.

49. Billet. (1) A semifinished section hot rolled from a metal ingot, with
a rectangular cross section usually ranging from 105 to 230 cm? (16
to 36 in.?), the width being less than twice the thickness. Where the
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cross section exceeds 36 in.% the term "bloom" is properly but not
universally used. Sizes smaller than 105 cm? (16 in.%) are usually
termed "bars"”; a solid semifinished round or square product which
has been hot worked by forging, rolling, or extrusion. (2) A semifin-
ished, cogged, hot-rolled, or continuous-cast round or square metal
product of uniform section, usually rectangular with radiused corners.
Billets are relatively larger than bars.

50. Blank. (1) In forming, a piece of sheet material, produced in cutting
dies, that is usually subjected to further press operations. (2) A piece
of stock from which a forging is made; often called a slug or multiple.

51. Blankholder. The part of a drawing or forming die that restrains the
movement of the workpiece to avoid wrinkling or tearing of the metal.

52. Blanking. (1) The operation of punching, cutting, or shearing a
piece out of stock to a predetermined shape. (2) Sheet metal opera-
tions for producing blanks whereby a shear cutting operation pro-
duces a workpiece or part of a complete or enclosed contour with a
single stroke of the press for further use or processing

53. Blast cleaning (blasting). A process for cleaning or finishing metal
objects by use of an air jet or centrifugal wheel that propels abrasive
particles (grit, sand, or shot) against the surfaces of the work-piece at
high velocity.

54. Blister. A raised spot on the surface of the metal caused by expan-
sion of gas in a subsurface zone during thermal treatment.

55. Block and finish. A preliminary forging operation in which the part
to be forged is blocked and finished in one heat through the use of a
die having both a block impression and a finish impression in the
same die. This also covers the case where two tools mounted in the
same machine are used, as in the case of aircraft pistons. Only one
heat is involved for both operations.

56. Block, first and second. The forging operation in which the part to
be forged is passed in progressive order through three tools mounted
in one forging machine. Blocking operation performed in a die having
two blocking cavities in the same die; the part being forged is suc-
cessively blocked in each impression all in one heat. As many as
three blocker dies are sometimes needed for some forgings and up
to three operations are sometimes required in each die.

57. Block (blocking). A preliminary forging operation that roughly dis-
tributes metal preparatory for finish. In this operation metal is pro-
gressively formed to general desired shape and contour by means of
an impression die (used when only one block operation is sched-
uled). This forging operation often used to impart an intermediate
shape to a forging, preparatory to forging of the final shape in the fin-
ishing impression of the dies so blocking is a forging operation pro-
duces the major change in shape. Blocking can ensure proper "work-
ing" of the material and contribute to greater die life.
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58. Blocker (blocking impression). The impression in the die (often
one of a series of die impressions) that imparts the general, approxi-
mate shape to the part preparatory to forging to the final shape in the
finisher dies. Such operation omits any details that might restrict the
metal flow, corners are well rounded. The primary purpose of the
blocker is to enable the forming of shapes too complex to be finished
after the preliminary operations; it also reduces die wear in the finish-
ing impression.

59. Blocker dies. A die used for preliminary forming of a die forging.
Such dies having generous contours, large radii, draft angles of 7° or
more, and liberal finish allowances. See also finish allowance.

60. Bloom. A semifinished hot-rolled product, rectangular in cross sec-
tion, produced on a blooming mill. See also billet. For steel, the width
of a bloom is not more than twice the thickness, and the cross-sec-
tional area is usually not less than about 230 cm? (36 in.%). Steel
blooms are sometimes made by forging.

61. Blooming mill. A primary rolling mill used to make blooms.

62. Blow. The impact or force delivered by one work stroke of the forg-
ing equipment.

63. Board hammer. A gravity drop hammer where the ram is raised by
attached wood boards. The boards are driven upward by action of
contra-rotating rolls, then released. Energy for forging is obtained by
the mass and velocity of the freely falling ram and the attached upper
die.

64. Bolster plate. A plate to which dies can be fastened; the assembly
is secured to the top surface of a press bed. In press forging, such a
plate may also be attached to the ram.

65. Boss. A relatively short protrusion or projection on the surface of a
forging, often cylindrical in shape.

66. Bottom Dead Center (BDC). The location at which the machine
has the maximum stroke.

67. Bottom draft. Slope or taper in the bottom of a forge depression
that tends to assist metal flow toward the sides of depressed areas.
68. Bottoming bending (bottoming, setting). Press-brake bending
process in which the upper die (punch) enters the lower die and

coins or sets the material to eliminate springback.

69. Boundary lubricants. Lubricants which under certain conditions
may be worn away.

70. Bow. (1) The tendency of material to curl downward during shear-
ing, particularly when shearing long narrow strips. (2) Longitudinal
curvature

71. Box annealing. A heat-treating process whereby metal to be an-
nealed is packed in a closed container to protect its surfaces from
oxidation. Sometimes used to describe the process of placing forg-
ings in a closed container immediately after forging operations are
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completed, permitting forgings to cool slowly.

72. Bravais space lattices. Part of a lattice where each point has iden-
tical surroundings when it has the same number of nearest neighbors
that have the same spacing and the same angular relationship as
any other point in the lattice.

/3. Breakdown (breaking down). (1) An initial rolling or drawing op-
eration, or a series of such operations, for reducing an ingot or ex-
truded shape to desired size before the finish reduction. (2) A pre-
liminary press-forging operation to changing the microstructure of the
workpiece from a cast to a wrought structure when the ingot, which
may be square in cross section, rests lengthwise on a flat die and is
reduced in diameter a little at a time. The workpiece is rotated inter-
mittently after each step of deformation. Ring-shaped parts are re-
duced in thickness in this manner with the use of an internal mandrel.

74. Bridge dies. Special dies for extrusion of intricate hollow shapes. in
which metal divides and flows around the supports for the internal
mandrel into strands. These strands are then rewelded under the
high pressures in the welding chamber before exiting through the die.

75. Brinell hardness testing. Method of determining the hardness of
materials; involves impressing a hardened ball of specified diameter
into the material surface at a known pressure (10-mm ball, 500-kg
load for aluminum alloys). The Brinell hardness number results from
calculations involving the load and the spherical area of the ball im-
pression. Direct-reading testing machines designed for rapid testing
are generally used for routine inspection of forgings, and as a heat
treat control function.

76. Brittleness. The ability of a material to fracture without any appre-
ciable permanent deformation.

/7. Broken surface. Surface fracturing, generally most pronounced at
sharp corners.

78. Buckling ratio. The ratio of the flange overhang to the material
thickness for deep drawing.

79. Buckling. A bulge, bend, kink, or other wavy condition of the work-
piece caused by compressive stresses. See also compressive stress.

80. Bulge Correction Factor Method. Method when the flow stress of
the material is determined by the analysis of the stress distribution of
the midsection of the cylindrical specimen undergoing compression
between parallel platens.

81. Bulging. The process of increasing the diameter of a cylindrical
shell (usually to a spherical shape) or of expanding the outer walls of
any shell or box shape whose walls were previously straight.

82. Bulk forming. Forming processes, such as extrusion, forging, roll-
ing, and drawing, in which the input material is in billet, rod, or slab
form and a considerable increase in surface-to-volume ratio in the
formed part occurs under the action of largely compressive loading.

9



In bulk forming a significant change in the thickness of the workpiece
usually occurs as compared to a sheetmetal process.

83. Bull block. A machine with a power-driven revolving drum for cold
drawing wire through a drawing die as the wire winds around the
drum.

84. Bull-block drawbenches. The equipment for drawing which em-
ployed in cases when the material being drawn and the product ob-
tained can be wound on reels (wire, etc.). The process of drawing the
work through the die is powered by an electric motor which drives the
drawing block on which the wire or other similar product is wound up.
Bull-block machines may be either of the single- or multiple-die type;
their application being determined by the required number of passes.

85. Bulldozer. Slow-acting horizontal mechanical press with a large
bed used for bending and straightening. The work is done between
dies and can be performed hot or cold. The machine is closely allied
to a forging machine.

86. Burgers vector. Vector showing the direction and amount of distor-
tion caused dislocation in crystal structure.

87. Burnt. Permanently damaged metal caused by heating conditions
that produce incipient melting or intergranular oxidation.

88. Burr. A thin ridge or roughness left on forgings by cutting operation
such as slitting, shearing, trimming, blanking, or sawing.

89. Buster (preblocking impression). A type of die impression or a
pair of shaped dies sometimes used to combine preliminary forging
operations such as edging and fullering with the blocking operation to
eliminate blows.

90. Butt end. A small portion of the end of the extruded billet which re-
mains in the chamber after the extrusion has been completed and
which is removed by cutting off the extrusion at the die exit. This the
consequence of the presence of a die angle.

91. Calculus of variations. The mathematical procedure used to select
the correct solution from a number of tentative solutions.

92. Cam plastomeler. A special compression testing machine for com-
pressing the specimen at a constant true strain rate to a strain limit.
93. Cam press. A mechanical press in which one or more of the slides
are operated by cams; usually a double-action press in which the
blankholder slide is operated by cams through which the dwell is ob-

tained.

94. Camber. (1) The tendency of material being sheared from sheet to
bend away from the sheet in the same plane. (2) Roll deflection,
when the diameter of the rolls is slightly larger than at their edges.

95. Canning. (1) A dished distortion in a flat or nearly flat sheet metal
surface, sometimes referred to as oil canning. (2) Enclosing a highly
reactive metal within a relatively inert material for the purpose of hot
working without undue oxidation of the active metal.
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96. Capstan. Draw block.

97. Carbon steel. Steel that derives its properties mainly from the addi-
tion of carbon, without substantial amounts of other alloying ele-
ments.

98. Carbonitriding. A process of case hardening a ferrous material in a
gaseous atmosphere containing both carbon and nitrogen.

99. Carburizing (carburization). Adding carbon to the surface of low-
carbon steel by heating the metal below its melting point (usually
1600 to 1800 °F) while in contact with carbonaceous solids, liquids,
or gases.

100. Caring. The formation of ears or scalloped edges around the top
of a drawn shell, resulting from directional differences in the plastic-
working properties of rolled metal with, across, and at angles to the
direction of rolling.

101. Case hardening. A heat treatment or combination of processes
in which the surface layer of a ferrous alloy is made substantially
harder than the interior or "core." Carburizing, cyaniding, nitriding,
carbonitriding and heating and quenching techniques (induction and
flame hardening) are commonly used. Case hardening can provide a
hard, wear-resistant surface on a forging, while retaining a softer,
tougher core.

102. Case. The surface layer of an alloy that has been made substan-
tially harder than the interior by some form of hardening operation.

103. Cast. See Die proof

104. Cavity, die. The machined recess in a die that gives the forging
its shape.

105. Centering arms. In ring rolling, externally mounted rolls, adjusted
to the outside diameter of the ring during rolling. The rolls maintain
and guide the ring in a centerline position to achieve roundness.

106. Ceramic fiber. A lightweight, soft fiber available in blanket and
other forms in various temperature grades up to 3000 °F for insulat-
ing furnaces, producing quick heating due to low thermal conductiv-
ity.

107. Chamfer. (1) A beveled surface to eliminate an otherwise sharp
corner. (2) A relieved angular cutting edge at a tooth corner.
(3) Break or remove sharp edges or corners of forging stock by
means of straight angle tool or grinding wheel.

108. Channel forming. Bending operation in a press brake when a flat
sheet metal plate is bent across three or more straight line so de-
pressing is obtained.

109. Charpy test. A pendulum-type impact test where the specimen is
supported as a simple beam and is notched opposite the point of im-
pact. The energy required to break the beam is used as an index of
impact strength measurement.

110. Chattering. The process for which a body oscillates between two
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equilibrium states. This often occurs when a body separates and
then recontacts a body.

111. Check. (1) A crack in a die impression corner, generally due to
forging strains or pressure, localized at some relatively sharp corner.
Die blocks too hard for the depth of the die impression have a tendency
to check or develop cracks in impression corners. (2) One of a series of
small cracks resulting from thermal fatigue of hot forging dies.

112. Chevron cracking {(center cracking, center-burst, cupping or
arrowhead fracture). A defect when the center of the extruded
product develops cracks which are attributed to a state of hydrostatic
tensile stress at the centerline in the deformation zone in the die an
which increase with increasing die angle and amount of impurities
and decrease with increasing extrusion ratio and friction.

113. Chip-mill. An intermediate inspection and repair operation in
which surface defects in forgings are located and removed by means
of chipping hammers, rotor mills, and similar tools (not to be con-
fused with final inspection, where similar operations are performed).

114. Chipping. A method for removing seams and other surface de-
fects with a chisel or gouge, so that the defects will not be worked
into the finished product.

115. Chisel. Forging tool used to cut metal by notching. Cold chisels
are used to notch cold metal so that it can be broken by a hammer
blow; hot chisels are often used to make a complete cut in hot metal.

116. Chop. A die forging defect; metal sheared from a vertical surface
and spread by the die over an adjoining horizontal surface.

117. Chord modulus. The slope of the chord drawn between any two
specific points on a stress-strain curve. See also modulus of elastic-
ity.

118. Chucking lug. A lug or boss to the forging so that "on center"
machining and forming can be performed with one setting or chuck-
ing; this lug is machined or cut away on the finished item.

119. Circle grid. A regular pattern of circles, often 2.5 mm (0.1 in.) in
diameter, marked on a sheet metal blank.

120. Circle-grid analysis. The analysis of deformed circles to deter-
mine the severity with which a sheet metal blank has been deformed.

121. Circumscribing-circle diameter (CCD). A parameter describing
the shape of the extruded product which is the diameter of the circle
into which the extruded cross-section will fit.

122. Cladding (coaxial extrusion). An extrusion operation when the
coaxial billets are extruded together when the strength and ductility of
the two metals are compatible.

123. Cleaning. The process of removing scale, oxides, or |ubricant—
acquired during heating for forging or heat treating— from the sur-
face of the forging. See also Blasting, Pickling, Tumbling.

124. Closed dies. Forging or forming impression dies designed to re-
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strict the flow of metal to the cavity within the die set, as opposed to
open dies, in which there is little or no restriction to lateral flow.

125. Closed pass. A pass of metal through rolls where the bottom roll
has a groove deeper than the bar being rolled and the top roll has a
collar fitting into the groove, thus producing the desired shape free
from flash or fin.

126. Closed-die forging (impression die forging). The shaping of
hot metal completely within the walls or cavities of two dies that come
together to enclose the workpiece on all sides. The impression for
the forging can be entirely in either die or divided between the top
and bottom dies. Impression-die forging, often used interchangeably
with the term closed-die forging, refers to a closed-die operation in
which the dies contain a provision for controlling the flow of excess
material, or flash, that is generated. By contrast, in flashless forging,
the material is deformed in a cavity that allows little or no escape of
excess material.

127. Close-tolerance forging. A forging held to unusually close di-
mensional tolerances. Often little or no machining is required after
forging. See also precision forging.

128. Closure, die. A term frequently used to mean variations in thick-
ness of a forging.

129. Cluster (Sendzimir) mills. A rolling mill in which each of two
small-diameter work rolls is supported by two or more backup rolls.
Based on the principle that small-diameter rolls lower roll forces and
power requirements and reduce spreading. It is suitable for cold roll-
ing thin strips of high-strength metals.

130. Cockroft-Latham. A material damage model used to predict
failure.

131. Coefficient of elongation. Parameter of dimensional changes
during cogging which is equal to ratio of the length elongation to the
thickness reduction.

132. Coefficient of spread. Parameter of dimensional changes during
cogging which is equal to ratio of the width elongation to the thick-
ness reduction.

133. Coefficients of anisotropy. Constants, which characterize the
current state of anisotropy.

134. Cogging. The systematic reducing forging operation for working
the ingot into a billet by the use of a forging hammer or a forging
press. See also drawing out.

135. Coin sizing. A cold squeezing operation for refining face distance
dimensions on forgings.

136. Coin straighten, a combination coining and straightening opera-
tion performed in special cavity dies so designed as to also impart a
specific amount of working in specified areas of the forging to relieve
stresses developed during heat treatment.
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137. Coining dies. Dies in which the coining or sizing operation is per-
formed.

138. Coining. (1) A closed-die squeezing operation in which all or
some portion of the surfaces of a workpiece are confined or re-
strained, to obtain closer tolerances or smoother surfaces or to elimi-
nate draft or resulting in a well-defined imprint of the die on the work.
(2) A restriking operation used to sharpen or change an existing ra-
dius or profile. Coining can be done while forgings are hot or cold
and is usually performed on surfaces parallel to the parting line of the
forging.

139. Cold coined forging. A forging that has been restruck cold in or-
der to hold closer face distance tolerances, sharpen corners or out-
lines, reduce section thickness, flatten some particular surface, or, in
non-heat-treatable alloys, increase hardness.

140. Cold forming. See cold working.

141. Cold heading. Working metal at room temperature such that the
cross-sectional area of a portion or all of the stock is increased. See
also heading and upsetting.

142. Cold inspection. A visual (usually final) inspection of the forgings
for visible defects, dimensions, weight, and surface condition at room
temperature. The term may also be used to describe certain nonde-
structive tests, such as magnetic particle, dye penetrant, and sonic
inspection.

143. Cold lap (shut). (1) A folding back of metal onto its own surface
during flow in the die cavity; a forging defect. Such flaw results when
a workpiece fails to fill the die cavity during the first forging. A seam
is formed as subsequent dies force metal over this gap to leave a
seam on the workpiece surface. See also cold shut. (2) A fissure or
lap on a forging surface that has been closed without fusion during
the forging operation.

144. Cold trimming. Removing flash or excess metal from the forging
in a trimming press when the forging is at room temperature.

145. Cold working. Permanent plastic deformation of a metal at a
temperature below its recrystallization point—Ilow enough to produce
strain hardening. Usually, but not necessarily, conducted at room
temperature. Also referred to as cold forming or cold forging. Con-
trast with hot working.

146. Cold-rolled sheet. A mill product produced from a hot-rolled
pickled coil that has been given substantial cold reduction at room
temperature. The usual end product is characterized by improved
surface, greater uniformity in thickness, and improved mechanical
properties as compared with hot-rolled sheet.

147. Combination die. See compound die.

148. Coming dies. Dies in which the coining or sizing operation is per-
formed.
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149. Compact (noun). The object produced by the compression of
metal powder, generally while confined in a die.

150. Compact (verb). The operation or process of producing a com-
pact, sometimes called pressing.

151. Compatibility condition. The condition that strains must satisfy
in order to be compatible. It is expressed mathematically by the com-
patibility equations. Such condition impose restriction in the strain
functions and that displacement components must be single-valued,
continuous functions.

152. Compound die. Any die designed to perform more than one op-
eration on a part with one stroke of the press, such as blanking and
piercing, in which all functions are performed simultaneously within
the confines of the blank size being worked.

153. Compression bending. Method of bending tubes

154. Compression strength. The maximum load per unit of cross-
sectional area obtained, before plastic deformation or rupture, by
compressing.

155. Compression test. A method for assessing the ability of a mate-
rial to withstand compressive loads.

156. Compressive strength. The maximum compressive stress a ma-
terial is capable of developing. With a brittle material that fails in com-
pression by fracturing, the compressive strength has a definite value.
In the case of ductile, malleable, or semi-viscous materials (which do
not fail in compression by a shattering fracture), the value obtained
for compressive strength is an arbitrary value dependent on the de-
gree of distortion that is regarded as effective failure of the material.

157. Compressive stress. A stress that causes an elastic body to de-
form (shorten) in the direction of the applied load. Contrast with ten-
sile stress.

158. Concavity. A concave condition applicable to the width of any flat
surface.

159. Concentricity. Adherence to a common center.

160. Constitutive equations. Equations which relate stress to strain
and to other variables of interest for different materials.

161. Contact tolerance. The distance at which two bodies are con-
sidered in contact.

162. Contact. The process by which a body interfaces with another
body. A body should not penetrate another body.

163. Continuous mill. Mill in which the metal such as a continuous
strip in either hot or cold rolling is under more than one stand at the
same time.

164. Continuum. Material which has no voids such as shrinkage cavi-
ties or other discontinuities such as grain boundaries.

165. Contour forming. See roll forming, stretch J forming, tangent
bending, and wiper forming.
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166. Conventional compression test. Test when the specimen is
compressed axially between two polished, well-lubricated parallel
platens so a barreling is eliminated.

167. Conventional flow limit (offset). It is a stress corresponding to
some fixed permanent deformations, such as 0.1 or 0.2% offset from
the modulus slope. Conventional flow limit or offset used for materials
that have no obvious yield point (if there isn't horizontal segment of a
stress-strain curve). The distance along the strain coordinate between
the initial portion of a stress-strain curve and a parallel line that inter-
sects the stress-strain curve at a value of stress (commonly 0.2%) is
used as a measure of the yield strength.

168. Conventional forging design. A forging characterized by design
complexity and tolerances that fall within the broad range of general
forging practice. These designs often require little or no machining,
except where precision detail is required.

169. Convergence checking. The testing process to determine
whether the solution is accurate. An iteration process is used to solve
the nonlinear equations of motion. The convergence checking is
based either on examining the residuals, displacements, strain en-
ergy, or temperatures.

170. Converging flow process. Corresponding to mass-increasing
processes such as assembly or joining, e.g., welding.

171. Core. The softer interior portion of an alloy piece that has been
surface (case) hardened; or, that portion of a forging removed by tre-
panning or punching.

172. Coring. (1) A central cavity at the butt end of a rod extrusion;
sometimes called extrusion pipe. (2) A condition of variable composi-
tion between the center and surface of a unit of microstructure (such
as a dendrite, grain, or carbide particle), results from nonequilibrium
solidification, which occurs over a range of temperature.

173. Corrugating. (1) The forming of sheet metal into a series of
straight, parallel alternate ridges and grooves with a rolling mill
equipped with matched roller dies or a press brake equipped with
specially shaped punch and die. (2) Transverse ripples caused by a
variation in strip shape during hot or cold reduction (Corrugations).

174. Coulomb Friction. A friction model for the resisting shear friction
that is proportional to the normal stress.

175. Counterblow forging equipment. A category of forging equip-
ment in which two opposed rams are activated simultaneously, sink-
ing repeated blows on the workpiece at a midway point. Action may
be vertical, as in the case of counterblow forging hammers, or hori-
zontal, as with an "impacter."”

176. Counterblow hammer. A forging hammer in which both the ram
and the anvil are driven simultaneously forward each other by air or
steam pistons.
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177. Counterlock. A jog in mating surfaces of dies to prevent lateral
die shift caused by side thrust during forging of irregularly shaped
pieces.

178. Cowper-Symonds model. A plasticity model where the yield sur-
face size is scaled based upon the strain rate to a power.

179. Crank length. The length of the rod between the crack and the
punch for a crank or eccentric press.

180. Crank press. A mechanical press whose slides (motion of the
tool) are actuated by a crankshaft (by the rotation of a crank). The
velocity of tool has a sinusoidal variation in time.

181. Crank. Forging shape generally in the form of a "U" with projec-
tions at more or less right angles to the upper terminals. Cranks
shapes are designated by the number of throws (for example, two-
throw crank).

182. Creep. Flow or plastic deformation of a metal subjected to long-
term stresses below its normal yield strength.

183. Crimping. The forming of relatively small corrugations in order to
set down and lock a seam, to create an arc in a strip of metal, or to
reduce an existing arc or diameter. See also corrugating.

184. Critical (temperature) range. Temperatures at which changes in
the phase of a metal take place. Changes are determined by absorp-
tion of heat when the metal is heated, and liberation of heat when it
is cooled.

185. Critical point. The temperature in metal at which recrystallization
or other phase transformation (allotropic transformation —changes in
structure) takes place.

186. Critical resolved shear stress (CRSS). The shear stress re-
quired to produce slip on a crystal plane in a slip direction at an ap-
preciable rate.

187. Crop end. See end loss.

188. Cropping. The cutting of the forging multiples (slugs or billets) for
closed-die forging. See also shearing.

189. Cross forging. Preliminary working of forging stock in alternate
planes, usually on flat dies, to develop mechanical properties, par-
ticularly in the center portions of heavy sections.

190. Cross hatch. Light broken surface; see also Broken surface.

191. Cross, long. Cross-shaped forging with two opposite arms longer
than the other two. Abbreviation is "LC."

192. Cross. Forged shape of a general four-pointed star or cross; may
have hole in center. If one arm is much longer, the shape is termed
"Y." Abbreviation is "C."

193. Crown. (1) The upper part (head) of a press frame. On hydraulic
presses, the crown usually contains the cylinder; on mechanical
presses the crown contains the drive mechanism. See also hydraulic
press and mechanical press. (2) A shape (crown) ground into a flat
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roll to ensure flatness of cold (and hot) rolled sheet and strip. (3) Roll
deflection, when the rolled strip tends to be thicker at its center than
at its edges.

194. Crystal structure. Ordered, geometric arrangement of atoms.

195. Crystallographic texture (preffered orientation or texture).
Alignment of certain preferred crystallographic directions and planes
which occur during cold rolling when the grains of the metal rotate in
a certain way so that certain crystal directions rotate parallel to the di-
rection of rolling and certain planes rotate so as to be parallel to the
surface of the sheet.

196. Cup fracture (cup-and-cone fracture). A mixed-mode fracture,
often seen in tensile test specimens of a ductile material, in which the
central portion undergoes plane-strain fracture and the surrounding
region undergoes plane-stress fracture. One of the mating fracture
surfaces looks like a miniature cup; it has a central depressed flat-
face region surrounded by a shear lip. The other fracture surface
looks like a miniature truncated cone.

197. Cup. (1) A sheet metal part; the product of the first drawing op-
eration. (2) Any cylindrical part or shell closed at one end.

198. Cupping test. A mechanical test used to determine the ductility
and stretching properties of sheet metal. It consists of measuring the
maximum part depth that can be formed before fracture. The test is
typically carried out by stretching the test piece clamped at its edges
into a circular die using a punch with a hemispherical end. See also
cup fracture, Erichsen test, and Olsen ductility test.

199. Cupping. (1) The first step in deep drawing. (2) Fracture of se-
verely worked rods or wire in which one end looks like a cup and the
other a cone.

200. Cutoff. (1) A pair of blades positioned in dies or equipment (or a
section of the die milled to produce the same effect as inserted blades)
used to separate the forging from the bar after forging operations are
completed. (Used only when forgings are produced from relatively long
bars instead of from individual, precut multiples or blanks.) (2) A sheet
metal operations for producing blanks where the shear cutting action is
along a line, which not necessarily straight as opposed to shearing.

201. Cutters. Cutters are used with power hammers, instead of chis-
els. They often have long, straight blades, but sometimes the blades
are curved or in the shape of a 90° angle; blades are attached to
handles of varying lengths.

202. Cutting. Cutting stock to specified length or weight on circular
saws, band hacksaws, or shear presses.

203. Cyaniding. A process for surface hardening by absorption of car-
bon or nitrogen by an iron-base alloy brought about by heating to a
suitable temperature in contact with a cyanide salt, followed by
duenching.
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204. Daylight. The maximum clear distance between the pressing sur-
faces of a press when the surfaces are in the usable open position.
Where a bolster plate is supplied, it is considered the pressing sur-
face. See also shut height.

205. Dead-metal zone. A nonmoving zone where the metal is essen-
tially stationary.

206. Decarburization. The loss of carbon from the surface of steel by
heating above lower critical temperature or by chemical action. De-
carburization is usually present to a slight extent in steel forgings.
Excessive decarburization can result in defective products.

207. Decoupled. A procedure to analyze deformable tools, where the
tools are treated as rigid during the deformation of the workpiece, but
then treated as deformable to determine the die stresses.

208. Deep drawing. Characterized by the production of a parallel-wall
cup from a flat blank of sheet metal. The blank may be circular, rec-
tangular, or a more complex shape. The blank is drawn into the die
cavity by the action of a punch. Deformation is restricted to the flange
areas of the blank. No deformation occurs under the bottom of the
punch — the area of the blank that was originally within the die open-
ing. As the punch forms the cup, the amount of material in the flange
decreases. Also called cup drawing or radial drawing.

209. Deflection. The amount of deviation from a straight line or plane
when a force is applied to a press member. Generally used to specify
the allowable bending of the bed, slide, or frame at rated capacity
with a load of predetermined distribution.

210. Deformable tool. The tool which is used to shape the workpiece.
Deformation of the tool will occur, and the user will obtain the stress
distribution in the tool. A deformable tool is composed of elements.

211. Deformation limit. In drawing, the limit of deformation is reached
when the load required to deform the flange becomes greater than
the load-carrying capacity of the cup wall. The deformation limit (lim-
iting drawing ratio, LDR) is defined as the ratio of the maximum blank
diameter that can be drawn into a cup without failure, to the diameter
of the punch.

212. Deformation theory. Theory in which the strain increment is re-
placed by the total strain and proportional loading is assumed.

213. Deformed. The geometry of the structure after the boundary
conditions have been applied.

214. Demarest process. A fluid forming process in which cylindrical
and conical sheet metal parts are formed by a modified rubber bulg-
ing punch. The punch, equipped with a hydraulic cell, is placed inside
the workpiece, which in turn is placed inside the die. Hydraulic pres-
sure expands the punch.

215. Dendrites. "Pine tree-shaped" crystals produced during freezing
of an ingot.
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216. Descaling. The process of removing oxide scale from heated
stock prior to or during forging operations, using such means as extra
blows, wire brushes, scraping devices, or water spray.

217. Developed blank. A sheet metal blank that yields a finished part
without trimming or with the least amount of trimming.

218. Die angle. The angle of the tapered part of the die inlet for extru-
sion or wire drawing.

219. Die assembly. The parts of a die stamp or press that hold the die
and locate it for the punches.

220. Die block. A block, often made of heat-treated steel, into which
desired impressions are machined or sunk and from which closed-die
forgings or sheet metal stampings are produced using hammers or
presses. |n forging, die blocks are usually used in pairs, with part of
the impression in one of the blocks and the rest of the impression in
the other. In sheet metal forming, the female die is used in conjunc-
tion with a male punch. See also closed-die forging.

221. Die cavity. The machined recess that gives a forging or stamping
its shape.

222. Die check. A form of die wear, die check is a crack in a die im-
pression due to forging and thermal strains at relatively sharp cor-
ners. Upon forging, these cracks become filled with metal, producing
sharp ragged edges on the part. Usual die wear is the gradual
enlarging of the die impression due to erosion of the die material,
generally occurring in areas subject to repeated high pressures dur-
ing forging.

223. Die clearance. Clearance between a mated punch and die;
commonly expressed as clearance per side. Also called clearance or
punch-to-die clearance.

224. Die closure. A term frequently used to mean variations in the
thickness of a forging.

225. Die cushion. A press accessory placed beneath or within a bol-
ster plate or die block to provide an additional motion or pressure for
stamping or forging operations; actuated by air, oil, rubber, springs,
or a combination of these.

226. Die forging. A forging that is formed to the required shape and
size by working in machined impressions in specially prepared dies.
227. Die forming. The shaping of solid or powdered metal by forcing it

into or through the die cavity.

228. Die height. The distance between the fixed and the moving
platen when the dies are closed.

229. Die holder. A plate or block, on which the die block is mounted,
having holes or slots for fastening to the bolster plate or the bed of
the press.

230. Die impression. The portion of the die surface that shapes a
forging or sheet metal part.
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231. Die insert. A relatively small die that contains part or all of the
impression of a forging or sheet metal part and is fastened to the
master die block. The inserts can be made of stronger and harder
materials and can be changed easily in case of wear or failure in a
particular section of the die.

232. Die land. Constant cross-sectional die orifice or bearing surface
which determines the cross-section of an extruded or drawn product.

233. Die layout. The transfer of the forging drawing or sketch dimen-
sions to templates or die surfaces for use in sinking dies.

234. Die life. The productive life of a die impression, usually ex-
pressed as the number of units produced before the impression has
worn beyond permitted tolerances.

235. Die line. A line or scratch resulting from the use of a roughened
tool or the drag of a foreign particle between tool and product.

236. Die lock. For locked dies, a dimension expressing extreme varia-
tion in parting line level measured in a direction parallel to ram
stroke.

237. Die lubricant. A compound sprayed, swabbed, or otherwise ap-
plied on die surfaces or forging during forging to reduce friction be-
tween the forging and the dies. Lubricants may also ease release of
forgings from the dies and provide thermal insulation.

238. Die match. The alignment of the upper (moving) and lower (sta-
tionary) dies in a hammer or press. After having been set up in the
forging equipment, where every point in one die half is within speci-
fied alignment with every point in the mating die half. An allowance
for misalignment (or mismatch) is included in forging tolerances.

239. Die number. The number assigned to a die for identification and
cataloging purposes, usually the same number that is assigned for
the same purpose to the product made from that die.

240. Die pad. A movable plate or pad in a female die; usually used for
part ejection by mechanical means, springs, or fluid cushions.

241. Die proof (cast). A casting of a die impression made to confirm
the accuracy of the impression.

242. Die radius. The radius on the exposed edge of a deep-drawing
die, over which the sheet flows in forming drawn shells.

243. Die set. (1) A die holder with built-in guides to ensure alignment
of mating dies and tools during operation. The assembly of the up-
per and lower die shoes (punch and die holders), usually including
the guide pins, guide pin bushings, and heel blocks. This assembly
takes many forms, shapes, and sizes and is frequently purchased
as a commercially available unit. (2) Two (or, for a mechanical up-
setter, three) machined dies used together during the production of
a die forging.

244 Die shift. Misalignment of the top and bottom dies in the plane of
the parting line that can occur during forging. The condition occurring
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after the dies have been set up in the forging unit, and in which a por-
tion of the impression of one die is not in perfect alignment with the
corresponding portion of the other die. This results in "mismatch” in
the forging, a condition that must be held within the specified toler-
ance. This condition must be corrected to maintain forging tolerances.

245. Die shoes. The upper and lower plates or castings that constitute
a die set (punch and die holder). Also a plate or block upon which a
die holder is mounted, functioning primarily as a base for the com-
plete die assembly. This plate or block is bolted or clamped to the
bolster plate or the face of the press slide.

246. Die sinking. Machining the die impressions for producing for-
gings of required shapes and dimensions.

247. Die space. The maximum space (volume), or any part of the
maximum space, within a press for mounting a die.

248. Die stamping. The general term for a sheet metal part that is
formed, shaped, or cut by a die in a press in one or more operations.

249. Die straighten. A straightening operation performed in either a
hammer or a press using flat or cavity dies to remove undesired de-
formation and bring the forging within the straightness tolerance.

250. Die. A tool, usually containing a cavity, that imparts shape to
solid, molten, or powdered metal primarily because of the shape of
the tool itself. Used in many press operations (including blanking,
drawing, forging, and forming), in die casting, and in forming green
powder metallurgy compacts. Die-casting and powder metallurgy
dies are sometimes referred to as molds. See also forging dies.

251. Die-closing swaging machines. Forging machines in which die
movements are obtained through the reciprocating motion of
wedges. The dies can be opened wider than rotary swaggers, thus
accommodating large-diameter or variable-diameter parts. In another
type of machine the dies do not rotate bet move radially in and out.

252. Dies, forging. Forms for the making of forgings; generally consist
of a top and bottom die. The simplest will form a completed forging in
a single impression; the most complex, made up of several die in-
serts, may have a number of impressions for the progressive working
of complicated shapes. Forging dies are usually in pairs, with part of
the impression in one of the blocks and the balance of the impression
in the other block.

253. Dies, gripper. Clamping or lateral dies used in a forging machine
or mechanical upsetter.

254. Diffused necking. For which the reduction in cross-sectional
area extends over an appreciable length of the specimen and is not
affected appreciably by the adjacent elements of the specimen.

255. Diffusion. The movement of atoms within a material, usually from
regions of high concentration to regions of low concentration, to
achieve greater homogeneity of the material.
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256. Dimensional inhomogeneity factor (ratio). A value which de-
fines the severity of the inhomogeneity and which is equal to the ratio
of original area of the inhomogeneity (neck) to the original area of the
homogeneous specimen.

257. Dimpling. (1) The stretching of a relatively small, shallow inden-
tation into sheet metal. (2) In aircraft, the stretching of metal into a
conical flange for a countersunk head rivet.

258. Direct (forward) extrusion. See extrusion.

259. Directional properties. Mechanical properties that vary with
the direction when a material or part is tested, resulting from struc-
tural fibering.

260. Discontinuities. Includes cracks, laps, folds, cold shuts, and
flow-through, as well as internal defects such as inclusion, segrega-
tion, and porosity; internal discontinuities can be detected and evalu-
ated using ultrasonic testing equipment.

261. Discrete problems. Problems which may be modeled by using a
finite number of well-defined components or elements.

262. Disk. Blanks for gears, rings, or hubs are examples of this type of
forging; parts may or may not have holes. Abbreviation is "D."

263. Dislocation. Defects which exist in all crystals.

264. Distribute load. An external force applied to the structure over
either an edge, face, or the volume. Load is generally entered as a
force per unit area or force per unit length.

265. Diverging flow process. Corresponding to mass-reduction proc-
esses such as metal cutting.

266. DOF. Degree of freedom.

267. Double forging. A forging designed to be cut apart and used as
two separate pieces.

268. Double-action mechanical press. A press having two inde-
pendent parallel movements by means of two slides, one moving
within the other. The inner slide or plunger is usually operated by a
crankshaft, the outer or blankholder slide, which dwells during the
drawing operation, is usually operated by a toggle mechanism or by
cams. See also slide.

269. Dowel. A metal insert placed between mating surfaces of the die
shank and die holder in the forging equipment to ensure lengthwise
die match.

270. Draft angle. The angle of taper, usually 5 to 7°, expressed in de-
grees, given to the sides of the forging and the side walls of the die
impression. See also draft.

271. Draft. Taper on the sides of a forging (and the forging die impres-
sion) that is necessary for removal of the workpiece from the dies —
commonly between 5 and 7°. Also, the corresponding taper on the
sidewalls of the die impressions. In open-die forging, draft is the
amount of relative movement of the dies toward each other through
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the metal in one application of power. See also draft angle.

272. Draftless forging. A forging with zero draft on vertical walls.

273. Draw bead. An insert or riblike projection on the draw ring or
hold-down surfaces that aids in controlling the rate of metal flow dur-
ing deep draw operations. Draw beads are especially useful in con-
trolling the rate of metal flow in irregularly-shaped stampings.

274. Draw forming. A method of curving bars, tubes, or rolled or ex-
truded sections in which the stock is bent around a rotating form
block. Stock is bent by clamping it to the form block, then rotating the
form block while the stock is pressed between the form block and a
pressure die held against the periphery of the form block.

275. Draw marks. See scoring, galling, pickup, and die line.

276. Draw plate. A circular plate with a hole in the center contoured to
fit a forming punch; used to support the blank during the forming cycle.

277. Draw radius. The radius at the edge of a die or punch over which
sheet metal is drawn.

278. Draw ring. A ring-shaped die part (either the die ring itself or a
separate ring) over which the inner edge of sheet metal is drawn by
the punch.

279. Draw stock. The forging operation in which the length of a metal
mass (stock) is increased at the expense of its cross section; no "up-
set" is involved. The operation covers converting ingot to pressed bar
using "V," round, or flat dies.

280. Drawability. A measure of the formability of a sheet metal sub-
ject to a drawing process. The term usually used to indicate the abil-
ity of a metal to be deep drawn. See also drawing and deep drawing.

281. Drawbench (chain drawbench). The equipment for drawing
where the rod is drawn through the die with the aid of a motor whose
rotary motion is converted by a system of gearing into straight-line
motion of a chain and the pliers (drawing carriage). The pulling force
is supplied by a chain drive or is activated hydraulically. The front
end of the work, protruding from the die, is gripped by the jaws of the
pliers and the work is drawn through the die so that it acquires the
specified cross section.

282. Drawing (tempering). A heat-treating process where metal is re-
heated, after hardening or normalizing, to a temperature below the
lower limit of the critical range, then cooled to secure desired proper-
ties — particularly toughness. Tool hardeners generally prefer the
term "tempering."

283. Drawing compound. A substance applied to prevent pickup and
scoring during deep drawing or pressing operations by preventing
metal-to-metal contact of the workpiece and die. Also known as die
lubricant.

284. Drawing out. A forging operation in which the cross section of
stock of any shape is reduced and the stock lengthened between flat
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or simple contour dies. See also cogging.

285. Drawing. (1) A term used for a variety of forming operations, such
as deep drawing a sheet metal blank; redrawing a tubular pan; and
drawing rod, wire, and tube. (2) The usual drawing process with re-
gard to sheet metal working in a press is a method for producing a
cuplike form from a sheet metal disk by holding it firmly between
blankholding surfaces to prevent the formation of wrinkles while the
punch travel produces the required shape. (3) A forging operation in
which the cross section of forging stock is reduced and the stock
lengthened between flat or simple contour dies (drawing out). See also
Fuller. (4) An operation in which the cross-section of solid rod, wire, or
tubing is reduced or changed in shape by pulling it through a die.

286. Driven slitting equipment. \When the blades are powered.

287. Drop forging. A forging produced by hammering metal between
dies containing impressions designed to produce the desired shape
in a drop hammer or the pans thus made; forging method requiring
special dies for each shape. See also Impression die forging.

288. Drop hammer forming. A process for producing shapes by the
progressive deformation of sheet metal in matched dies under the
repetitive blows of a gravity-drop or power-drop hammer. The proc-
ess is restricted to relatively shallow parts and thin sheet from ap-
proximately 0.6 to 1.6 mm (0.024 to 0.064 in.).

289. Drop hammer. A general term applied to forging hammers where
the energy for forging is provided by gravity, steam, or compressed
air. See also air-lift hammer, board hammer, and steam hammer.

290. Dry drawing. Drawing in which the surface of the rod to be drawn
is coated with a lubricant such as soap by passing it through a box
filled with the lubricant.

291. Ductility. The relative ability of metals to deform under stress
without fracture.

292. Dummy block. Part of the extruding facility (a thick unattached
disk or plate placed between the ram and the billet) which serves to
avoid formation of oxide films on the extruded product and to prevent
overheating of the ram. It is made a little smaller in diameter than the
container.

293. Dwell. Portion of a press cycle during which the movement of a
member is zero or at least insignificant. Usually refers to (1) the in-
terval when the blankholder in a drawing operation is holding the
blank while the punch is making the draw or (2) the interval between
the completion of the forging stroke and the retraction of the ram.

294. Dye penetrant testing. Inspection procedures for detecting sur-
face irregularities using penetrating liquids containing dyes or fluo-
rescent substances. See also Zyglo.

295. Earing. Drawing defect when the edges of cap become wavy. It
is caused by the planar anisotropy of the sheet.
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296. Eccentric gear. A main press-drive gear with an eccentric(s) as
an integral part. The unit rotates about a common shaft, with the ec-
centric transmitting the rotary motion of the gear into the vertical mo-
tion of the slide through a connection.

297. Eccentric press. A mechanical press in which an eccentric, in-
stead of a crankshaft, is used to move the slide. The motion of the
tool is driven by the rotation of a crank. This is similar to a crank
press, but the rod can be positioned along the radius of the crank.
The velocity of tool has a sinusoidal variation in time.

298. Eccentric. The offset portion of the drive-shaft that governs the
stroke or distance the crosshead moves on a mechanical or manual
shear.

299. Edge dislocation. A line defect formed across the depth of the
crystal at the terminus of the extra plane formed.

300. Edge formability (of material). The ability of a material to resist
necking or fracture at the edge of the hole.

301. Edger (edging impression). The portion of the die impression
that distributes metal, during forging, into areas where it is most
needed to facilitate filling the cavities of subsequent impressions to be
used in the forging sequence. See also Fuller (fullering impression).

302. Edging. (1) In sheet metal forming, reducing the flange radius by
retracting the forming punch a small amount after the stroke but be-
fore release of the pressure. (2) In rolling, the working of metal in
which the axis of the roll is parallel to the thickness dimension. Also
called edge rolling. (3) The forging operation of working a bar be-
tween contoured dies while turning it 90° between blows to produce
a varying rectangular cross section. This operation serves for gather-
ing and rearranging the material so that it is properly distributed to fill
the cavities

303. Effective (flow) stress. A function of the applied stresses used
to extend the material behavior determined in uniaxial tension to that
existing in more complex loading situations. The effective stress is
defined in terms of the yield locus, which is the locus of all possible
combinations of states of stress that will initiate yielding or plastic
flow in a material characterized by a given set of strength properties.

304. Effective draw. The maximum limits of forming depth that can be
achieved with a multiple-action press; sometimes called maximum
draw or maximum depth of draw.

305. Efficiency factor. Coefficient which equals the energy available
for workpiece deformation divided by energy supplied to the machine

306. Ejector (ejector rod). A mechanism for removing (pushing out)
work or material from between the dies.

307. Elastic deformation. A change in dimensions that is directly propor-
tional to and in phase with an increase or decrease in applied force; de-
formation which is recoverable when the applied force is removed.
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308. Elastic limit. The maximum stress a material can sustain without
any permanent strain (deformation) remaining upon complete release
of the stress. See also proportional limit.

309. Elasticity. The property of a material by which the deformation
caused by stress disappears upon removal of the stress. A perfectly
elastic body completely recovers its original shape and dimensions
after the release of stress.

310. Electrical conductivity. The capacity of a material to conduct
electrical current, sometimes used to measure the degree of aging in
aluminum alloys.

311. Electromagnetic forming. A process for forming metal by the di-
rect application of an intense, transient magnetic field. The workpiece
is formed without mechanical contact by the passage of a pulse of
electric current through a forming coil. Also known as magnetic pulse
forming.

312. Electroslag remelting (ESR). A metal refining process in which
the metal in the form of a consumable electrode is remelted through
a layer of slag. ESR alloys have fewer inclusions, greater uniformity,
increased soundness, improved forgeability, and superior properties.

313. Elongation. A term used in mechanical testing to describe the
amount of extension of a testpiece when stressed or a measure of
the ability of a material to deform plastically in a uniform manner.
Usually expressed as the percentage of permanent stretch before
rupture in a tensile test (of the original gage length).

314. Embossing die. A die used for producing embossed designs.

315. Embossing. A process for producing raised or sunken designs in
sheet material by means of male and female dies, theoretically with
no change in metal thickness. Examples are letters, ornamental pic-
tures, and ribs for stiffening. Heavy embossing and coming are simi-
lar operations.

316. Embrittlement. A loss of ductility that can occur in metals as a
result of mechanical or chemical defects introduced during process-
ing or environmental exposure.

317. End loss (crop end). Bar end left over after cutting bar lengths of
stock into forging multiples. See also Multiple.

318. Endurance (or fatigue) limit. The maximum stress a metal can
withstand without failure under prolonged cyclic loading; above this
limit, failure occurs by the generation and growth of cracks until frac-
ture results.

319. Energy Control Press. A forging machine, where an initial en-
ergy is transmitted to the workpiece. A hammer press is an energy
control press.

320. Energy efficiency. The percentage of energy that is transmitted
to the workpiece.

321. Engineering (conventional) stress. Stress defined as the ratio of
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the load to the original, cross-sectional area of deformed specimen.

322. Engineering (or "simple") shear strain. Strain defined here as
the change in a unit right angle.

323. Entering angle. Zone of the drawing die right after the die bell.

324. Equiaxed structure. Grains, that are essentially spherical in
shape (Typical Ingot Crystallization Zones).

325. Equivalent plastic strain. A monotonically increasing scalar
measure of the plastic strain. It is used to determine the work or
strain hardening in the material.

326. Equivalent stress. In general, it is a scalar representation of a
three-dimensional state of stress. Usually, what is meant is the J,
equivalent stress which is the second invariant of the deviatoric
stress. For unixaxial behavior, it has the characteristic that it is equal
to the uniaxial stress.

327. Erichsen test. A cupping test used to assess the ductility of
sheet metal. The method consists of forcing a conical or hemi-
spherical-ended plunger into the specimen and measuring the depth
of the impression at fracture.

328. Explosive forming. The shaping of metal parts in which the
forming pressure is generated by an explosive charge. See also
high-energy-rate forming.

329. Extreme pressure lubricants. Lubricants which can withstand
very high pressures during operation.

330. Extrusion billet. A metal slug used as extrusion stock.

331. Extrusion defect. See extrusion pipe.

332. Extrusion forging. (1) Forcing metal into or through a die open-
ing by restricting flow in other directions. (2) A part made by the op-
eration.

333. Extrusion pipe. A central oxide-lined discontinuity that occasion-
ally occurs in the last 10 to 20% of an extruded bar. It is caused by
the oxidized outer surface of the billet flowing around the end of the
billet and into the center of the bar during the final stages of extru-
sion. Also called coring.

334. Extrusion ratio. The ratio of the cross-sectional area of the billet
to that of the extruded product.

335. Extrusion stock. A rod, bar, or other section used to make ex-
trusions.

336. Extrusion. The conversion of an ingot or billet into lengths of uni-
form cross section by forcing metal to flow plastically through a die
orifice. In forward (direct) extrusion, the die and ram are at opposite
ends of the extrusion stock, and the product and ram travel in the
same direction (in the same direction in which energy is being ap-
plied). Also, there is relative motion between the extrusion stock and
the die. In backward (indirect) extrusion, the die is at the ram end of
the stock and the product travels in the direction opposite that of the
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ram, either around the ram (as in the impact extrusion of cylinders
such as cases for dry cell batteries) or up through the center of a hol-
low ram. The extrusion principle is used in many impression die forg-
ing applications. See also hydrostatic extrusion and Impact extrusion.

337. Eyeleting. The displacing of material about an opening in sheet
or plate so that a lip protruding above the surface is formed.

338. F.A.O. An abbreviation of "finish all over'; it designates that a
forging must have sufficient size over the dimensions given on the
drawing so that all surfaces may be machined in order to obtain the
dimensions shown on the drawing. The amount of additional stock
necessary for machining allowance depends on the size and shape
of the part, and is agreed on by the vendor and the user.

339. Failure initiation. Process of linking-up of the voids or holes re-
sulting in a sudden loss of load-bearing cross section.

340. Fatigue. The tendency of metals to crack and break when sub-
jected to cyclic stresses well below the ultimate tensile strength (or
the progressive fracture of a metal by means of a crack that
enlarges under repeated cycles of stress). Failure by fatigue is the
most frequent cause of mechanical failure of structural and ma-
chine components.

341. Feather (fin). The thin projection formed on a forging by trimming
or when the metal under pressure is forced into hairline cracks or die
interfaces.

342. Ferrite. A solid solution of iron and one or more alloying elements
that is characterized by a body-centered cubic crystal structure. Fer-
rite is the principal constituent of cast irons and steels with very small
amounts of carbon and other alloying elements.

343. Fiber stress. Localized stress at a point or line on a section over
which stress is not uniform, such as the cross section of a beam un-
der a bending load.

344. Fiber. A characteristic of wrought metal, including forgings, indi-
cated by a fibrous or woody structure of a polished and etched sec-
tion, and indicating directional properties. Fiber is chiefly due to the
extension of the constituents of the metal synonymous with flow lines
and grain flow in the direction of working.

345. Fillet. (1) The concave intersection of two surfaces. (2) The ra-
dius at the concave intersection of two surfaces. In forging, the de-
sired radius at the concave intersection of two surfaces is usually
specified.

346. Film Coefficient. The thermal convective coefficient.

347. Films. A convective thermal boundary condition. The flux is de-
pendent on the difference between the surface temperature and an
environment (sink) temperature.

348. Fine blanking. Die cutting operation when a very smooth and
square edges can be produced. A V-shaped stinger, or impingement,

29



locks the sheet metal tightly in place and prevents distortion of the
material.

349. Finish allowance. (1) Amount of stock left on the surface of the
forging for machining. (2) The amount of excess metal surrounding
the intended final shape; sometimes called clean-up allowance, forg-
ing envelope, or machining allowance.

350. Finish forging. See Conventional forging.

351. Finish trim. Flash removal from a forging; usually performed by
trimming, but sometimes by band sawing or similar techniques

352. Finish. (1) The surface appearance of a product. (2) The surface
condition of the component resulting from machining. (3) (Finishing)
The forging operation in which the part is forged into its final shape in
the finish die. (4) A nonstandard (and typically nonuniform) surface
finish on mill products that are delivered without being subjected to a
special surface treatment (other than a corrosion-preventive treat-
ment) after the final working or heat-treating step. (5) The material
machined off the surface of a forging to produce the finish machine
component. If only one finish operation is scheduled to be performed
in the finish die, this operation will be identified simply as finish; first,
second, or third finish designations are so termed when one or more
finish operations are to be performed in the same finish die.

353. Finisher (finishing impression). The die impression that imparts
the final shape to a forged part.

354. Finishing dies. The die set used in the last forging step.

355. Finishing temperature. The temperature at which hot working is
completed.

356. First block, second block, and finish. The forging operation in
which the part to be forged is passed in progressive order through
three tools mounted in one forging machine; only one heat is in-
volved for all three operations.

357. Fir-tree cracking (speed cracking). Extrusion defect which is in-
tergranular cracks caused by hot shorthess.

358. Fishtail. (1) In roll forging, the excess trailing end of a forging.
Before being trimmed off, it is often used as a tong hold for a subse-
quent forging operation. (2) In hot rolling or extrusion, the imperfectly
shaped trailing end of a bar or special section that must be cut off
and discarded as mill scrap.

359. Fittability. Workability limit criterion which confines ability of a
ready part to satisfy demand concerning assembling.

360. Fixed Displacement. The process of prescribing the value of
one or more degree of freedom. The value may be either zero or
nonzero.

361. Flakes. Short, discontinuous internal fissures in ferrous metals
caused by localized internal stresses during cooling after hot work-
ing. In some nonferrous metals, such as aluminum, flakes are small
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voids caused by hydrogen in the metal.

362. Flame hardening. A process of surface hardening a ferrous alloy
by heating it above the transformation range with a high-temperature
flame, followed by rapid cooling.

363. Flame straightening. The correction of distortion in metal struc-
tures by localized heating with a gas flame.

364. Flange. A projecting rim or edge of a part; usually narrow and of
approximately constant width for stiffening or fastening. See Rib.

365. Flanging. Process of bending the edges of sheet metals.

366. Flaring. (1) Process of bending the edges of sheet metals when
the angle of bend is less than 90°, as in fittings with conical ends (2)
The forming of an outward acute-angle flange on a tubular part

367. Flash extension. Portion of flash remaining on a forged part after
trimming; usually included in the normal forging tolerances. Flash ex-
tension is measured from the intersection of the draft and flash at the
body of the forging to the trimmed edge of the stock.

368. Flash land. Configuration in the blocking or finishing impression
of forging dies designed to restrict or to encourage the growth of
flash at the parting line, whichever may be required in a particular
case to ensure complete filling of the impression.

369. Flash line. The line left on a forging after the flash has been
trimmed off (See Parting line.)

370. Flash pan. The machined-out portion of a forging die that permits
the flow through of excess metal.

371. Flash. Excess metal that is extruded in a thin layer between the
dies at the parting line and later removed by trimming. (Necessary
metal in excess of that required to completely fill the finishing impres-
sion of the dies. Flash extends out from the body of the forging as a
thin plate at the line where the dies meet and is subsequently re-
moved by trimming.) Flash helps control the flow of metal into the die
cavities. Because it cools faster than the body of the component dur-
ing forging, flash can serve to restrict metal flow at the line where
dies meet, thus ensuring complete filling of the impression. See also
closed-die forging.

372. Flat (simple) rolling. The basic operation in rolling, where the
rolled products are flat plate and sheet.

373. Flat die forging (open die forging). Forging between flat or
simple contour dies by repeated strokes and manipulation of the
workpiece. Also known as "hand” or "smith" forging.

374. Flattening dies. Dies used to flatten sheet metal hems; that is,
dies that can flatten a bend by closing it. These dies consist of a top
and bottom die with a flat surface that can close one section (flange)
to another (hem, seam).

375. Flattening. (1) A preliminary operation performed on forging
stock to position the metal for a subsequent forging operation or an
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operation of flattening the forging stock prior to further working.
(2) The removal of irregularities or distortion in sheets or plates by a
method such as roller leveling or stretcher leveling.

376. Flatter. Forging tool used to make a smooth, flat surface. See
also Set hammer.

377. Flex roll. A movable roll designed to push up against a sheet as
it passes through a roller leveler. The flex roll can be adjusted to de-
flect the sheet any amount up to the roll diameter.

378. Flex rolling. Passing sheets through a flex roll unit to minimize
yield-point elongation in order to reduce the tendency for stretcher
strains to appear during forming.

379. Floating die. (1) A die mounted in a die holder or a punch
mounted in its holder such that a slight amount of motion com-
pensates for tolerance in the die parts, the work, or the press.
(2) A die mounted on heavy springs to allow vertical motion in some
trimming, shearing, and forming operations.

380. Floating plug. In tube drawing, an unsupported mandrel that lo-
cates itself at the die inside the tube, causing a reduction in wall
thickness while the die is reducing the outside diameter of the tube.

381. Floor space. Area which is occupied by the facility.

382. Flop forging. A forging in which the top and bottom die impres-
sions are identical, permitting the forging to be turned upside down
during the forging operation.

383. Flow curve. A plastic stress-strain curve.

384. Flow lines. (1) Texture showing the direction of metal flow during
hot or cold working or patterns in a forging resulting from the elonga-
tion of nonhomogeneous constituents and the grain structure of the
material in the direction of working during forging. Flow lines can of-
ten be revealed by etching (macroetching) the surface or a section
of a metal part. (2) In mechanical metallurgy, paths followed by min-
ute volumes of metal during deformation.

385. Flow plot. A display of the motion of a material particle, repre-
sented by the original nodal position.

386. Flow rules. Stress-strain relationships that describe the path of
plastic deformation of a material.

387. Flow stress. The stress required to cause plastic deformation of
metals.

388. Flow through. A forging defect caused by metal flow past the
base of a rib with resulting rupture of the grain structure.

389. Fluid forming. A modification of the Guerin process, fluid forming
differs from the fluid-cell process in that the die cavity, called a pres-
sure dome, is not completely filled with rubber, but with hydraulic fluid
retained by a cup-shaped rubber diaphragm. See also rubber-pad
forming.

390. Fluid-cell process. A modification of the Guerin process for
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forming sheet metal, the fluid-cell process uses higher pressure and
is primarily designed for forming slightly deeper parts, using a rubber
pad as either the die or punch. A flexible hydraulic fluid cell forces an
auxiliary rubber pad to follow the contour of the form block and exert
a nearly uniform pressure at all points on the workpiece. See also
fluid forming and rubber-pad forming.

391. Fluid-to-fluid extrusion. An operation of hydrostatic extrusion
when a billet is extruded through a die by pressurized fluid into a
second pressurized chamber, which is under lower pressure.

392, Flying rolling mandrel. A rolling mandrel not supported at the
top for rolling rings with lower rolling forces. An increased production
rate is achieved by omitting the use of the backing arm.

393. Flying shear. A machine for cutting continuous rolled products to
length that does not require a halt in rolling, but rather moves along
the runout table at the same speed as the product while performing
the cutting, and then returns to the starting point in time to cut the
next piece.

394. Foil. Metal in sheet form less than 0.15 mm (0.006 in.) thick.

395. Fold. A forging defect caused by folding metal back onto its own
surface during its flow in the die cavity.

396. Follow die. A progressive die consisting of two or more parts in a
single holder; used with a separate lower die to perform more than
one operation (such as piercing and blanking) on a part in two or
more stations.

397. Footprint. The contact area between die and workpiece.

398. Forgeability. Term used to describe the relative ability of material
to deform without fracture. Also describes the resistance to flow from
deformation. See also formability.

399. Forging billet. A wrought metal slug used as forging stock.

400. Forging dies. Forms for making forgings; they generally consist
of a top and bottom die. The simplest will form a completed forging in
a single impression; the most complex, consisting of several die in-
serts, may have a number of impressions for the progressive working
of complicated shapes. Forging dies are usually in pairs, with part of
the impression in one of the blocks and the rest of the impression in
the other block.

401. Forging envelope. See finish allowance.

402. Forging machine (upsetter or header). A type of forging
equipment, related to the mechanical press, in which the main form-
ing energy is applied horizontally to the workpiece, which is gripped
and held by prior action of the dies.

403. Forging plane. In forging, the plane that includes the principal
die face and is perpendicular to the direction of ram travel. WWhen the
parting surfaces of the dies are flat, the forging plane coincides with
the parting line. Contrast with parting plane.
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404. Forging quality. Term describing stock of sufficiently superior
quality to make it suitable for commercially satisfactory forgings.

405. Forging rolls. Power-driven rolls used in preforming bar or billet
stock that have shaped contours and notches for introduction of the
work.

406. Forging stock. A wrought rod, bar, or other section suitable for
subsequent change in cross section by forging

407. Forging strains. Strains that have been set up in the metal by
the process of forging; they are usually relieved by subsequent an-
nealing or normalizing.

408. Forging stresses. Elastic stresses caused by forging, or cooling
from the forging temperature. These stresses can be removed by
subsequent heat treatment.

409. Forging. (1) The process of working metal to a desired shape by
impact or pressure in hammers, forging machines (upsetters),
presses, rolls, and related forming equipment. (2) The product of
work on metal formed to a desired shape by impact or pressure in
hammers, forging machines etc. Forging hammers, counterblow
equipment, and high-energy-rate forging machines apply impact to
the workpiece, while most other types of forging equipment apply
squeeze pressure in shaping the stock. Some metals can be forged
at room temperature, but most are made more plastic for forging by
heating. Specific forging processes include closed-die forging, high-
energy-rate forging, hot upset forging, isothermal forging, open-die
forging, powder forging, precision forging, radial forging, ring rolling,
roll forging, rotary forging, and rotary swaging.

410. Form block. Tooling, usually the male part, used for forming
sheet metal contours; generally used in rubber-pad forming.

411. Form die. A die used to change the shape of a sheet metal blank
with minimal plastic flow.

412. Form rolling. Hot rolling to produce bars having contoured cross
sections; not to be confused with the roll forming of sheet metal or
with roll forging.

413. Formability (malleability or ease of working). The ease with
which a metal can be shaped through plastic deformation. Evaluation
of the formability of a metal involves measurement of strength, ductil-
ity, and the amount of deformation required to cause fracture. The
term workability is used interchangeably with formability; however,
formability refers to the shaping of sheet metal, while workability re-
fers to shaping materials by bulk forming. See forgeability.

414. Former. Part of a master used in machining impressions in dies.
See Master, Model, Template.

415. Forming dies. Dies in which a rough impression has been ma-
chined or gouged, for use between the flat dies of a steam ham-
mer; used when the quantity of forgings required does not warrant
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the cost of drop forging dies and a closer shape than can be ob-
tained with flat dies.

416. Forming limit diagram (FLD). (1) A diagram in which the major
strains at the onset of necking in sheet metal are plotted vertically
and the corresponding minor strains are plotted horizontally. The on-
set-of-failure line divides all possible strain combinations into two
zones: the safe zone (in which failure during forming is not expected)
and the failure zone (in which failure during forming is expected).
(2) Testing the formability of sheet metals when the sheet is marked
with a grid pattern of circles and the stretched over a punch. After
this the specimens are cut to varying widths.

417. Forming. (1) The plastic deformation of a billet or a blanked
sheet between tools (dies) to obtain the final configuration.
(2) A process whereby planes of a definite shape are changed with-
out materially changing the cross section. Also referred to as metal-
working. (3) Changing the shape of an existing solid body.

418. Forward extrusion. Same as direct extrusion. See extrusion.

419. Foundation. The mass of structural material on which forging
equipment is placed to support the weight and to absorb residual en-
ergy of the forging operation.

420. Four-high mill. A type of rolling mill, commonly used for flat-
rolled mill products, in which two large-diameter backup rolls are em-
ployed to reinforce two smaller work rolls, which are in contact with
the Product. Either the work rolls or the backup rolls may be driven.
Compare with two-high mill and cluster mill.

421. Fracture strength. Stress at which a fractures occur in specimen
subjected to tension during uniaxial testing.

422. Fracture stress. The maximum load at fracture divided by the
actual fracture area.

423. Fracture test. Examination of the broken surface of a test speci-
men or forging to determine the structure of the metal or certain of its
properties.

424. Frame. The main structure of a press.

425. Free forming. Here the transfer medium does not contain the
desired geometry, such as in upsetting where the workpiece is un-
supported.

426. Free machining. A term used to describe metals that have al-
loying additions which reduce the tool force required in machining
operations. Sulfur or lead in small amounts is used in "free machin-
ing" steels.

427. Freebody equilibrium method. See slab method.

428. Friction hill. Distribution of normal pressure across the die-
material interface.

429. Friction coefficient. The experimentally obtained value that re-
lates the amount of normal stress to shear stress (Coulomb model)
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or the material flow stress to shear stress (Shear model).

430. Friction. The process by a shear force is generated which resists
relative sliding between bodies.

431. Frictionhill method. See slab method.

432. Fuller (fullering impression). Portion of the die that is used in
hammer forging primarily to reduce the cross section and lengthen a
portion of the forging stock. The fullering impression is often used in
conjunction with an edger (or edging impression).

433. Fullering. Open-die hot-forging process involving compression
between rounded or convex dies to reduce a middle section of a bar
while at the same time increasing the length of the drawn down por-
tion. In hammer forging, this is accomplished by giving repeated
blows to the bar between the horizontal faces of the fuller dies, while
rotating the bar, usually after each blow.

434. Gage. (1) The thickness of sheet or the diameter of wire. The
various standards are arbitrary and differ with regard to ferrous and
nonferrous products as well as sheet and wire. (2) An aid for visual
inspection that enables an inspector to determine more reliably
whether the size or contour of a formed part meets dimensional re-
quirements.

435. Gap-frame press. A general classification of press in which the
uprights or housings are made in the form of a letter C, thus making
three sides of the die space accessible.

436. Gate (sprue). A portion of the die that has been removed by ma-
chining to permit a connection between multiple impressions or be-
tween an impression and the bar of stock.

437. Gathering stock. Any operation whereby the cross section of a
portion of the forging stock is increased above its original size.

438. German die. A die in which a rough impression has been ma-
chined or gouged and used between the flat dies of the steam ham-
mer. Primarily used to obtain a relative closer shape in the forging
than can be obtained with flat dies when the quantity of forgings re-
quired is not sufficient to permit investment in production forging dies
(see forming dies).

439. Gibs. Guides or shoes that ensure the proper parallelism,
squareness, and sliding fit between press components such as the
slide and the frame. They are usually adjustable to compensate for
wear and to establish operating clearance.

440. Gouge. A gross type of scratch.

441. Grain flow. Fiber-like lines appearing on polished and etched
sections of forgings that are caused by orientation of the constituents
of the metal in the direction of working during forging. Grain flow pro-
duced by proper die design can improve required mechanical proper-
ties of forgings.

442. Grain separation. In forging aluminum, rapid metal flow some-
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times causes a separation or rupture of grain. Metal flow is affected
by lubricant, die and metal temperature, part shape, alloy, and ham-
mer operator technique; consequently, any one or combination of
these factors can cause grain separation. The irregular crevices are
seldom more than a few thousandths of an inch deep and can be
removed by grinding or polishing.

443. Grain size. The average area or volume of grains in polycrystal-
line metals; usually expressed as average diameter or number of
grains per unit of area or volume. The typical size of a homogeneous
piece of crystalline metal with the same orientation

444 Grain. An individual crystal in a metal or alloy.

445. Gravity hammer. A class of forging hammer in which energy for
forging is obtained by the mass and velocity of a freely falling ram
and the attached upper die. Examples are the board hammer and air-
lift hammer.

446. Green compact. An unsintered compact.

447. Green strength. (1) The ability of a green compact to maintain its
size and shape during handling and storage prior to sintering. (2) The
tensile or compressive strength of a green compact.

448. Green. Unsintered (not sintered).

449. Grinding. Process of removing metal by abrasion from bar or bil-
let stock to prepare stock surfaces for forging. Occasionally used to
remove surface irregularities and flash from forgings.

450. Gripper dies. The lateral or clamping dies used in a forging ma-
chine or mechanical upsetter.

451. Guerin process. A rubber-pad forming process for forming sheet
metal.

452. Guide pin bushings. Bushings, pressed into a die shoe, that
allow the guide pins to enter in order to maintain punch-to-die
alignment.

453. Guide pins. Hardened, ground round pins or posts that maintain
alignment between punch and die during die fabrication, setup, op-
eration, and storage. If the press slide is out of alignment, the guide
pins cannot make the necessary correction unless heel plates are
engaged before the pins enter the bushings. See also heel block.

454. Guide. The parts of a drop hammer or press that guide the up-
and-down motion of the ram in a true vertical direction.

455. Gutter. A depression around the periphery of a forging die im-
pression outside the flash pan that allows space for the excess
metal;, surrounds the finishing impression and provides room for the
excess metal used to ensure a sound forging. A shallow impression
outside the parting line.

456. Hammer forging. A forging that is made on the flat die of a
steam hammer. A forged piece produced in a forging hammer, or the
process of forming such a piece. See also Board hammer. Power-
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drive hammer. Rope hammer.

457. Hammer Press. An energy controlled press, where the initial en-
ergy is based upon the potential energy of the hammer falling.

458. Hammer. A machine that applies a sharp blow to the work area
through the fall of a ram onto an anvil. The ram can be driven by
gravity or power. See also gravity hammer and power-driven ham-
mer.

459. Hammering. The working of metal sheet into a desired shape
over a form or on a high-speed hammer and a similar anvil to pro-
duce the required dishing or thinning.

460. Hand forge (smith forge). (1) A forging operation in which form-
ing is accomplished on dies that are generally flat. The piece is
shaped roughly to the required contour with little or no lateral con-
finement; operations involving mandrels are included. (2) A forging
made by hand on an anvil or under a power hammer without dies
containing an exact finishing impression of the part. The term hand
forge refers to the operation performed, while hand forging applies to
the part produced. Such forgings approximate each other in size and
shape but do not have the commercial exactness of production die
forgings. Used where the quantity of forgings required does not war-
rant expenditure for special dies, or where the size or shape of the
piece is such as to require means other than die forging. A forging
worked between flat or simply shaped dies by repeated strokes and
manipulation of the piece. Also known as smith forging or flat die
forging.

461. Hand straightening. A straightening operation performed on a
surface plate to bring a forging within the straightness tolerance. Fre-
quently, a bottom die from a set of finish dies is used instead of a
surface plate. Hand tools used include mallets, sledges, blocks,
jacks, and oil gear presses in addition to regular inspection tools.

462. Handling holes. Holes drilled in opposite ends of the die block to
permit handling by the use of a crane or bar.

463. Handling marks. Nicks and gouges formed on forgings if im-
properly handled; most prevalent for forgings in the as-forged condi-
tion prior to heat treatment.

464. Hardenability. In ferrous and age-hard-enable alloys, the prop-
erty that determines the depth and distribution of hardness induced
by heating above the transformation temperature and quenching.

465. Hardening. Any process or treatment that increases the hardness
and strength of a metal. The two most common methods are heat
treatment and cold working. A heat treatment consisting of heating an
alloy to a temperature within or above the critical range, maintaining
that temperature for the prescribed time (usually 15 to 30 min), then
quenching or otherwise rapidly cooling. For age-hardening alloys, a
two-stage process consisting of solution heat treatment and aging.
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466. Hardie. Forging tool resembling a chisel, except that it is sup-
ported in the anvil and the metal to be cut rests on its cutting edge.
467. Hardness testing. See Brinell hardness testing, Rockwell hard-

ness testing, Scleroscope hardness testing.

468. Hardness. (1) General term, covering the resistance of metal to
plastic deformation by force (resistance of a metal to indentation).
(2) Hardness numbers obtained by use of any of the several hard-
ness tests for metals.

469. Hartniann lines. See Luders lines.

470. Header. See Forging machine.

471. Heading. An upsetting process involving only a part of the billet
and used to form heads on the ends of rods or wire, as in bolt or rivet
making or process used to form parts that usually contain portions
that are greater in cross-sectional area than the original wire, rod, or
bar. Heading may be done by heating only a part of the billet (the
end or the middle) or by restricting deformation of a section of the bil-
let by means of a ring-shaped tool

472. Heat (forging). Amount of forging stock placed in a batch-type
furnace at one time.

473. Heat checking. Thermal cracks (in the dies) caused by tempera-
ture cycling usually in the areas rich in carbides.

474. Heat of metal (heat). A term used to identify the material pro-
duced from a melting operation — the quantity of material manufac-
tured from one melt at the metal producer's facility. Metal from a sin-
gle heat is extremely uniform in chemical analysis. Different heats of
the same material can vary in chemical composition within prescribed
limits. Stock from a single heat will have a consistent analysis and
more uniform properties.

475. Heat treatment. A combination of heating, holding, and cooling
operations applied to a metal or alloy in the solid state to produce
desired properties.

476. Heat-treat stain. Discoloration of the metal surface caused by
oxidation during thermal heat treatment

477. Heel block. A block or plate usually mounted on or attached to a
lower die that serves to prevent or minimize the deflection of punches
or cams.

478. Helve hammer. A power hammer in which power is delivered
through a helve or handle; used in light work, tool making, and sup-
plementary operations.

479. Hemming (flattening). A bend of 180° made in two steps. First,
a sharp-angle bend is made; next, the bend is closed using a flat
punch and a die.

480. High-energy-rate forging (high-velocity or high-speed forg-
ing). The process of producing forgings on equipment capable of ex-
tremely high ram velocities resulting from the sudden release of a
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compressed gas against a free piston. Forging is usually completed
in one blow. Also known as HERF processing, high-velocity forging,
and high-speed forging.

481. High-energy-rate forming. A group of forming processes that
applies a high rate of strain to the material being formed through the
application of high rates of energy transfer. See also explosive form-
ing, high-energy-rate forging, and electromagnetic forming.

482. High-energy-rate-machines. The machines in which the ram is
accelerated by inert gas at high pressure, and the part is forged in
one blow at very high speeds.

483. Hog out. A product machined from bar stock or from a hand forg-
ing rather than from an impression die forging. The process is com-
monly known as "hogging out" material.

484. Hold-down plate (pressure pad). A pressurized plate designed
to hold the workpiece down during a press operation. In practice, this
plate often serves as a stripper and is also called a stripper plate.

485. Hole flanging. The forming of an integral collar around the pe-
riphery of a previously formed hole in a sheet metal part.

486. Homogeneous. Material of body which consists of one phase
and has identical properties at all points.

487. Homogenizing. A heat treatment at high temperature to reduce
chemical segregation by diffusion of alloying elements.

488. Homologous temperature. The ratio of the metalworking tem-
perature (T) to the melting point of the metal (Tm), both expressed in
Kelvin (°C + 273). This ratio can be used to classify forging processes:
cold, T/Tn, <0.3; warm, T/Tn, =0.31t0 0.5, and hot, T/Tn, > 0.5.

489. Hooken material. Isotropic elastic material.

490. Hooke's law. A material in which the stress is linearly proportional
to strain is said to obey Hooke's law. See also modulus of elasticity.

491. Hot forming. See hot working.

492. Hot inspection. An in-process visual examination of forgings, us-
ing gages, templates, or other nondestructive inspection equipment
to ensure quality.

493. Hot isostatic pressing (HIP). A process for simultaneously
heating and forming a power metallurgy compact in which metal
powder, contained in a sealed flexible mold, is subjected to equal
pressure from all directions at a temperature high enough for sin-
tering to take place.

494, Hot shortness. Brittleness in hot metal.

495. Hot stamp. Impressing markings in a forging while the forging is
in the heated, plastic condition.

496. Hot trimming. The removal of flash or excess metal from a hot
part (such as a forging) in a trimming press.

497. Hot upset forging. A hulk forming process for enlarging and re-
shaping some of the cross-sectional area of a bar, tube, or other
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product form of uniform (usually round) section. It is accomplished by
holding the heated forging stock between grooved dies and applying
pressure to the end of the stock, in the direction of its axis, by the use
of a heading tool, which spreads (upsets) the end by metal dis-
placement. Also called hot heading or hot upsetting. See also head-
ing and upsetting.

498. Hot working. The mechanical working of a metal at a tempera-
ture above its re-crystallization point — a temperature high enough to
prevent strain hardening so the plastic deformation of metal at such a
temperature and strain rate that recrystallization takes place simulta-
neously with the deformation, thus avoiding any strain hardening.
Contrast with cold working

499. Hot-twist test. Test for determination of the forgeability when a
round specimen is twisted at various temperatures continuously in
the same direction until it fails so the optimum forging temperature is
determined.

500. Hourglass Mode. Spacious kinematic mode which derives its
name from the shape of the modes that result due to the under-
integration of the stiffness matrix.

501. H-shape forging. A forging in the approximate form of an "H."

502. Hub. A boss that is in the center of a forging and forms a part of
the body of the forging.

503. Hubbing. The production of die cavities by pressing a male mas-
ter plug, known as a hub, with particular tip geometry into the surface
of a block of metal. The cavity produced is then used as a die for
forming operations.

504. Hydraulic hammer. A gravity-drop forging hammer that uses hy-
draulic pressure to lift the hammer between strokes.

505. Hydraulic press brake. A press brake in which the ram is actu-
ated directly by hydraulic cylinders.

506. Hydraulic Press. A forging machine that is driven by the pres-
sure of a fluid (usually oil). While the motion is actually load con-
trolled, it can usually be modelled by stating that it is velocity con-
trolled.

507. Hydraulic shear. A shear in which the cross-head is actuated by
hydraulic cylinders.

508. Hydraulic-mechanical press brake. A mechanical press brake
that uses hydraulic cylinders attached to mechanical linkages to
power the ram through its working stroke.

509. Hydroform press. Press using a thin flexible diaphragm for hy-
droforming.

510. Hydroforming (fluid-forming). Sheet metal working process
when a thin flexible diaphragm sealed against high pressure and
backed by hydraulic fluid. The material blank is held in position and
the punch is moved up by hydraulic pressure into the die cavity, forc-
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ing the diaphragm pad and the blank to take the shape of the punch

511. Hydrostatic component. Mean stress which may be defined as
simple mean of the principal stresses.

512. Hydrostatic extrusion. A method of extruding a billet through a
die by pressurized fluid instead of the ram used in conventional ex-
trusion. The billet is smaller in diameter than the chamber. Unlike in
conventional extrusion, there is no friction to overcome along the
container walls.

513. ldealized stress-strain curve. Simplified forms of stress-strain
curves.

514. Impact extrusion. The process (or resultant product) in which a
punch strikes a slug (usually unheated) in a confining die. It is a rela-
tively rapid extrusion. The metal flow may be either between punch
and die or through another opening. The impact extrusion of un-
heated slugs is often called cold extrusion.

515. Impact line. A blemish on a drawn sheet metal part caused by a
slight change in metal thickness. The mark is called an impact line
when it results from the impact of the punch on the blank; it is called
a recoil line when it results from transfer of the blank from the die to
the punch during forming, or from a reaction to the blank being pulled
sharply through the draw ring.

516. Impact strength. A measure of the ability of a material to sustain
high-velocity loading in the presence of a notch, T notched-bar im-
pact strength of an all is the best single indicator of its engineering
serviceability. Fiber structure developed in forging significantly influ-
ence the impact strength of the metals

517. Impact testing. Tests to determine the energy absorbed in frac-
turing a test bar at high velocity. See also Charpy test.

518. Impression die forging. A forging that is formed to the required
shape and size by machined impressions in specially prepared dies
that exert three-dimensional control on the workpiece, so the shaping
of metal by compression take place completely within the cavities of
two dies that enclose workpiece on all sides

519. Impression. A cavity machined into a forging die to produce a
desired configuration in the workpiece during forging.

520. Inclusions. Particles of nonmetallic compounds of metals and
impurity elements that are present in ingots and are can over in
wrought products. The shape distribution of inclusions are changed
by plastic deformation and contribute directionality in metals.

521. Increment of the distortion intensity (increment of equivalent
strain). The fundamental concept in the theory of plastic flow which
represents the square root of a second invariant of the deviatoric. It
represents the increment of distortion intensity accumulated in a par-
ticle of material in a short period of time between two consecutive
stages of the advancing process of plastic flow.
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522. Indirect (backward) extrusion. See extrusion.

523. Induction hardening. Process of hardening the surface of a forg-
ing by heating it above the transformation range by electrical induc-
tion, followed by rapid cooling.

524. Ingot. A casting intended for subsequent rolling, forging, or ex-
trusion.

525. Initial Stress. The stress in the workpiece before any processing
this stage. This stress may be due to some previous mechanical or
thermal process.

526. Initial Temperature. The temperatures at the beginning of a cou-
pled analysis.

527. Insert, die. A relatively small die containing part or all of the im-
pression of a forging, and which is fastened to the master die block.
528. Insert. A piece of steel that is removable from a die. The insert
may be used to fill a cavity, or to replace a portion of the die with a

grade of steel better suited for service at that point.

529. Inspection. The process of checking a forging for adherence to
standards given in the specifications.

530. Intrinsic (true) ductility. Term which is associated with the ease
of plastic deformation and or the extent of plastic deformation of a
material without fracture in a process.

531. Invariants of the state of stress. The coefficients of a cubic
equation whose roots are the principal stresses. Such coefficients
are independent of the orientation of the axes.

532. Ironing. (1) A press operation used to obtain a more exact
alignment of the various parts of a forging, or to obtain a better
surface condition. (2) An operation to increase the length of a
tube by reduction of wall thickness and outside diameter. See
also Coining, Swaging.

533. Isostatic pressing. A process for forming a powder metallurgy
compact by applying pressure equally from all directions to metal
powder contained in a sealed flexible mold. See also hot isostatic
pressing.

534. Isothermal annealing. A process of heating ferrous material
above its critical temperature, then cooling to and holding a fixed
temperature until transformation to a desired microstructure.

535. Isothermal forging (hot-die forging). A hot-forging process in
which a constant and uniform temperature is maintained in the work-
piece during forging by heating the dies to the same temperature as
the workpiece.

536. Isothermal. Constant and uniform temperature.

537. Isotropic. A material which has identical material properties in all
directions.

538. lzod test. A pendulum-type impact test in which the specimen is
supported at one end as a cantilever beam and the energy required
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to break off the free end is used as a measure of impact strength.

539. Jacketing. See canning.

540. Joggle. Bending operation in a press brake when a flat sheet
metal plate is bent across two or more edge so the beveled area is
obtained.

541. Jominy. A hardenability test for steel to determine the depth of
hardening obtainable by a specified heat treatment.

542, Key. A wedge used to secure dies into the forging equipment.

543. Killed steel. Steel treated with additions of silicon or aluminum to
the melt to minimize the oxygen content so that no reaction occurs
between carbon and oxygen during solidification.

544, Kinematic element method. Method for analyzing plastic flow
based on the upper-bound approach for obtaining an acceptable ve-
locity field by minimizing the power dissipated during plastic deforma-
tion. A cross section of the workpiece is divided into kinematic ele-
ments which can be rectangular, triangular or trapezoidal. By use of
this method the forging load, etc., can be predicted for the plane
strain and the axisymmetric forging processes.

545. Kinematically admissible displacement. Displacement which
are the continuous functions of the spatial coordinates and satisfy ki-
nematic boundar conditions on the portion of the surface for which
such conditions are prescribed.

546. Kneading. See swaging.

547. Knockout (kickout) pin. A power-operated plunger installed in a
die to aid removal of the finished forging.

548. Knockout mark. A small protrusion, such as a button or ring of
flash, resulting from the depression of a knock out pin from the forg-
ing pressure, or the entrance of metal between the knockout pin and
the die.

549. Knockout. A mechanism for releasing work-pieces from a die.

550. Knuckle-joint press. Forging machine which is equipped with a
knuckle-joint mechanism to activate the slide. As the two knuckle-
joint links are brought into a straight-line position a tremendous force
is exerted by the slide. The knuckle causes a rapid ram approach for
die closing and then a slow ram. This arrangement enables a high
tonnage to be exerted at the bottom of the stroke with a compara-
tively low torque on the drive shaft. Rated tonnages of coining
presses range from 100 to 8000 tons

551. L shape. Right-angle pieces, or those similar to a crank arm.

552, L, spread. When projections of an "L" shape are not necessarily
at 90° angles, when angles vary, or when a cross shape has adja-
cent arms that are longer than the other two, it becomes a spread L.
Abbreviation is "SL."

553. Lancing. Die cutting operation when a tab is leaved without re-
moving any material.
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554. Lap. A surface defect appearing as a seam, caused by the fold-
ing over of hot metal (material folds upon itself), fins, or sharp cor-
ners and by subsequent rolling or forging (but not welding) of these
into the surface. See also Fold.

555. Laser beam cutting. A cutting process that severs material with
the heat obtained by directing a laser beam against a metal surface.
The process can be used with or without an externally supplied
shielding gas.

556. Lateral extrusion. An operation in which the product is extruded
sideways through an orifice in the container wall.

557. Laying reel. Type of the reel for receiving finished rod during rod
drawing when the reel is stationary and the feeding mechanism
winds the rods around the stationary reel.

558. Layout sample. A plaster, lead, or forged alloy sample taken
from new dies to verify accuracy by layout and precise measurement.
See also Cast.

559. Layout. (1) Transferring drawing or sketch dimensions to tem-
plates or dies for use in sinking dies. (2) A detailed inspection opera-
tion in which significant dimensions of a forging are checked against
blueprint specifications.

560. Lead proof. A reproduction in lead, or a lead alloy, of the die im-
pression, obtained by clamping the two dies together in alignment
and pouring molten metal into the finish impression.

561. Leveler lines. Lines on sheet or strip running transverse to the
direction of roller leveling. These lines may be seen upon stoning or
light sanding after leveling (but before drawing) and can usually be
removed by moderate stretching.

562. Leveling. The flattening of rolled sheet, strip, or plate by reducing
or eliminating distortions. See stretcher leveling and roller leveling.

563. Liftout. The mechanism also known as knockout.

564. Limit analysis. Method which utilizes the extremum principle in-
volving the method of virtual work. In this method, a virtual hypotheti-
cal displacement field is imposed on the body while the stress is
maintained constant.

565. Limiting drawing ratio (LDR). See deformation limit.

566. Linearly elastic. Material in which deformation is sensibly recov-
erable and is directly proportional to the applied load.

567. Liners. Thin strips of metal inserted between the dies and the
units into which the dies are fastened.

568. Load. (1) The external forces that act on a body. (2) Apply an
excitation to a structure.

569. Loadcase. (1) The processor that defines the loadcases. (2) A
set of parameters which govern the analysis, including the type of
analysis to be performed and the load and state ids that are active as
a minimum.
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570. Loads. Distributed mechanical loads applied to an element.

571. Localized (pronounced) necking. In which appreciable interac-
tion between adjacent elements of the specimen occurs leading to a
superimposed triaxial state of stress and to a gradual departure from
uniaxiality of loading.

572. Lock. One or more changes in the plane of the mating faces of
the dies. In a compound lock, two or more changes are in the mating
faces. A counterlock is a lock placed in the dies to offset a tendency
for die shift caused by a necessary steep lock, a condition in which
the parting line is not all in one plane.

573. Locked dies. Dies with mating faces that lie in more than one
plane.

574. Long transverse (LT) specimen. The specimens taken from a
hot rolled plate, in which the longitudinal axis of each specimen is
parallel to the width and perpendicular to the direction of rolling.

575. Longitudinal. The direction in a wrought metal product parallel to
the principal direction of working. In forgings, this is usually the direc-
tion of the grain flow or fiber structure. See Directional properties.

576. Loose material. During forging operations, pieces of flash often
break loose, necessitating cleaning of the dies between forging
blows; this is usually accomplished by lubricating the die while air is
blown on it. Insufficient cleaning results in pieces of flash becoming
imbedded in the surface of the forging.. Such forgings are often sal-
vaged by removing the loose pieces and hot reforging to fill out the
depressions.

577. Lower bound. A load which is too small to cause plastic defor-
mation to begin.

578. Lower punch. The lower part of a die, which forms the bottom of
the die cavity and which may or may not move in relation to the die
body; usually movable in a forging die.

579. Lubricant residue. The carbonaceous residue resulting from lu-
bricant that is burned onto the surface of a hot forged part.

580. Lubricant. A material applied to dies, molds, plungers, or work-
pieces that promotes the flow of metal, reduces friction and wear,
and aids in the release of the finished part.

581. Luders lines (bands. ). Elongated surface markings or depres-
sions, often visible with the unaided eye, that form along the length of
a round or sheet metal tension specimen at an angle of approxi-
mately 55° to the loading axis. Caused by localized plastic de-
formation, they result from discontinuous (inhomogeneous) yielding.
Also known as Luders bands, Hartmann lines, Piobert lines, or
stretcher strains.

582. M- value. See strain-rate sensitivity.

583. Machine forging (upsetter forging). The process of forging in a
forging machine (upsetter), in which the metal is moved into the die
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impression by pressure applied in a horizontal direction by the mov-
ing die in the ram.

584. Machining allowance. See Finish allowance.

585. Macroetch. A testing procedure for conditions such as porosity,
inclusions, segregations, caburization, and flow lines from hot work-
ing. After applying a suitable etching solution to the polished metal
surface, the structure revealed by the action of the reagent can be
observed visually.

586. Macrostructure. The structure and internal condition of metals
as revealed on a polished and etched sample, examined either by
the naked eye or under low magnification (up to 10 diameters).

587. Magnaglo. A type of magnetic particle testing where the mag-
netic powder is fluorescent and the inspection is performed under
black light. See also Magnetic particle testing. Trade name of Magna-
flux Corp.

588. Magnetic particle testing (magnaflux test). A nondestructive
test method of inspecting areas on or near the surface of ferromag-
netic materials. The metal is magnetized, and coated with iron pow-
der (iron powder is applied). The powder adheres to lines of flux
leakage, revealing surface and near-surface discontinuities. Magnetic
particle testing is used for both raw material acceptance testing and
product inspection. Quality levels are usually agreed on in advance
by the producer and purchaser. Commonly used to inspect forgings
for seams, cold shuts, cracks, etc.

589. Malleability. See formability.

590. Malleable. The ability of a metal to be deformed by rolling or forg-
ing.

591. Mandrel forging. The process of rolling and forging a hollow
blank over a mandrel in order to produce a weldless, seamless ring
or heavy-wall tube.

592. Mandrel. (1) A blunt-ended tool or rod used to retain the cavity in
a hollow metal product during working. (2) A metal bar around which
other metal can be cast, bent, formed, or shaped. (3) A shaft or bar
for holding work to be machined.

593. Manipulator. A mechanical device for handling an ingot or billet
during forging.

594. Mannesmann process. A process for piercing tube billets in
making seamless tubing. The billet is rotated between two heavy rolls
mounted at an angle and is forced over a fixed mandrel.

595. Marforining process. A rubber-pad forming process developed
to form wrinkle-free shrink flanges and deep-drawn shells. It differs
from the Guerin process in that the sheet metal blank is clamped be-
tween the rubber pad and the blankholder before forming begins.

596. Martempering. The process of quenching an austenitized ferrous
alloy in a medium at a temperature in the upper portion of the tem-
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perature range of martensite formation, or slightly above that range,
and holding in the medium until the temperature throughout the alloy
is substantially uniform. The alloy is then allowed to cool in air
throughout the temperature range of martensite formation.

597. Martensite. A hard, brittle, metastable, unstable, nonequilibrium
structure, supersaturated solid solution of cementite, Fe3C, in a
body-centered tetragonal iron (quench-hardened steel) resulting from
process when the austenite is suddenly quenched in water, the car-
bon cannot escape and thus is trapped within the lattice structure.

598. Mass density. The value of the mass per unit volume.

599. Master block. A forging die block used primarily to hold insert
dies. See also die insert.

600. Master. Wood, metal, or plastic reproduction of one side of a pro-
posed forged shape, used to control cutters on tracer-controlled die
sinking equipment. See also Former, Plaster.

601. Match. A condition in which a point in one die half is aligned
properly with the corresponding point in the opposite die half within
specified tolerance.

602. Matched edges (match lines). Two edges of the die face that
are machined exactly at 90° to each other, and from which all dimen-
sions are taken in laying out the die impression and aligning the dies
in the forging equipment.

603. Matching draft. (1) Adjustment of draft angles (usually in-
creased) on parts with unsymmetrical ribs and side walls to make the
surfaces of the forging meet at the parting line. (2) Increased draft
used on the shallow side of a forging to match its surface at the part-
ing line with a similar surface of less draft on the deeper side.

604. Mathematical material model. An equation that describes the
flow behavior of a material under the influence of external forces.

605. Mechanical press brake. A press brake using a mechanical
drive consisting of a motor, flywheel, crankshaft, clutch, and eccentric
to generate vertical motion.

606. Mechanical press. A forging press with an inertia flywheel and
with a crank and clutch or other mechanical device to operate the
ram.

607. Mechanical properties. Those properties of a material that re-
veal the elastic and inelastic reaction when force is applied, or that
involve the relationship between stress and strain; for example, the
modulus of elasticity, tensile strength, and fatigue limit. Mechanical
properties are dependent on chemical composition, forging, and heat
treatment.

608. Mechanical twinning. The ultimate irreversible shear displace-
ment of planes of a section of a crystal in the same direction and in
an amount proportional to the distance of the plane from the twin
plane and in such a manner so as to cause the twinned portion to be
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the mirror image of the untwinned portion

609. Mechanical upsetter. A three-element forging press, with two
gripper dies and a forming tool, for flanging or forming relatively deep
recesses.

610. Mechanical working. Subjecting metal to pressure, exerted by
rolls, hammers, or presses, in order to change the shape or physical
properties of the metal,

611. Metal discountinuities. See Discontinuities, metal.

612. Metalworking. See forming.

613. Microstructure. The structure and internal condition of metals as
revealed on a ground and polished (and sometimes etched) surface
when observed at high magnification (over 10 diameters).

614. Mill product. Any commercial product of a mill.

615. Mill scale. The heavy oxide layer that forms during the hot fabri-
cation or heat treatment of metals.

616. Mill. (1) A factory in which metals are hot worked, cold worked, or
melted and cast into standard shapes suitable for secondary fabrica-
tion into commercial products. (2) A production line, usually of four or
more stands, for hot or cold rolling metal into standard shapes such
as bar, rod, plate, sheet, or strip. (3) A single machine for hot rolling,
cold rolling, or extruding metal, examples include blooming mill, clus-
ter mill, four-high mill, and Sendzimer mill. (4) A shop term for a mill-
ing cutter. (5) A machine or group of machines for grinding or crush-
ing ores and other minerals.

617. Minimill. A machine tool in which scrap metal is melted in elec-
tric-arc furnaces, cast continuously, and rolled directly into a specific
line of products.

618. Minimum bend radius. The radius at which a crack appears on
the outer surface of the bend.

619. Mismatch. The misalignment or error in register of a pair of forg-
ing dies; also applied to the condition of the resulting forging. The
acceptable amount of this displacement is governed by blueprint or
specification tolerances. Within tolerances, mismatch is a condition;
in excess of tolerance, it is a serious defect. Defective forgings can
be salvaged by hot-reforging operations.

620. Model. See Former, Master, Plaster.

621. Modulus of elasticity, E. The measure of rigidity or stiffness of a
metal; the ratio of stress, below the proportional limit, to the corre-
sponding strain. In terms of the stress-strain diagram, the modulus of
elasticity is the slope of the stress-strain curve in the range of linear
proportionality of stress to strain. Also known as Young's modulus.
For materials that do not conform to Hooke's law throughout the elas-
tic range, the slope of either the tangent to the stress-strain curve at
the origin or at low stress, the secant drawn from the origin to any
specified point on the stress-strain curve, or the chord connecting
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any two specific points on the stress-strain curve is usually taken to
be the modulus of elasticity. In these cases, the modulus is referred
to as the tangent modulus, secant modulus, or chord modulus, re-
spectively.

622. Monotonic stress-strain curve. Curve obtained by continuous
loading rather than by cyclic loading as used in fatigue testing.

623. Moving mandrel. The mandrel which is moved in the same di-
rection as tube during tube-drawing operation.

624. Multiple. A piece of stock for forging that is cut from bar or billet
lengths to provide the exact amount of material needed for a single
workpiece.

625. Multiple-part die. A die to forging of more than one part in a sin-
gle die.

626. Multiple-slide press. A press with individual slides, built into the
main slide or connected to individual eccentrics on the main shaft,
that can be adjusted to vary the length of stroke and the timing. See
also slide.

627. Natural draft. Taper on the sides of a forging, due to its shape or
position in the die, that makes added draft unnecessary.

628. Near-net-shape (net-shape) forging. Operations in which the
part formed is close to the final dimensions of the desired compo-
nent.

629. Necking. (1) The reduction of the cross-sectional area of metal in
a localized area by uniaxial tension or by stretching. (2) The reduc-
tion of the diameter of a portion of the length of a cylindrical shell or
tube.

630. Negative stress (strain). Compressive stress (strain) caused by
compression.

631. Nibbling. Shearing operation when a machine called a nibbler
moves a straight punch up and down rapidly into a die. The sheet
metal is fed through the gap, and a number of overlapping holes are
made.

632. Nitriding. Producing surface hardness in ferrous metals by add-
ing nitrogen to the outside layer while heating the metal, in contact
with ammonia gas or other suitable nitrogenous material, below the
critical temperature range.

633. No-draft (draftless) forging. A forging with extremely close tol-
erances and little or no draft that requires minimal machining to pro-
duce the final part. Mechanical properties can be enhanced by closer
control of grain flow and by retention of surface material in the final
component.

634. Nodular iron. Iron with free graphite in the form of spheres rather
than flakes.

635. Nonferrous. Metals or alloys that contain no appreciable quantity
of iron; applied to such metals as aluminum, copper, magnesium,
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and their alloys.

636. Nonfill {underfill). Occurs when the die impression is not com-
pletely filled with metal. Some causes are. improper distribution of
metal in preforming operations such as fullering, edging, and block-
ing; excessive removal of material by chipping defects prior to finish
forging; improper lubrication of die impression; low forging pressure;
rough or uneven die finish; inadequate hammer or press capacity.

637. Normal anisotropy (plastic anisotropy). Property of sheet
metal that influence drawability. It may be found as ratio of width
strain to the thickness strain.

638. Normal stress. The normal component of a force per unit area of
a plane on which it acts.

639. Normalizing. A heat treatment for steels that involves heating
above the transformation temperature and cooling in air to refine
grain size for better response to hardening heat treatments, to im-
prove machinability, or to provide desired mechanical properties.

640. Nosing. Preliminary forging of the noses, projections or edges of
the stock.

641. Notch sensitivity. The reduction in the impact, endurance, or
static strength of a metal, caused by stress concentration as a result
of scratches or other stress raisers on the surface.

642. Notch toughness. The resistance of a metal to crack propaga-
tion under applied stress. In fracture mechanics, notch toughness
measurements help predict the type and size of flaw that will cause
fracture in service.

643. Notching. Sheet metal operations involving restricted or partial
cutting where a piece of scrap metal is removed from the edge of a
blank or strip to form a notch.

644. Null edge. The normal edge produced in rolling. Can be con-
trasted with a blanked or sheared edge which has a burr.

645. N-value. See strain-hardening exponent.

646. Off gage. Deviation of thickness or diameter of a solid product
beyond the standard or specified dimensional tolerances.

647. Offal (scrap). Wasted material obtained during metal working.
See also skeleton.

648. Offset forming. Bending operation in a press brake when overall
shape of sheet metal plate is changed by means of bending across
several straight lines.

649. Offset yield strength. The stress at which the strain exceeds by
a specified amount (the offset) an extension of the initial proportional
portion of the stress-strain curve; expressed in force per unit area.

650. Offset. The distance along the strain coordinate between the ini-
tial portion of a stress-strain curve and a parallel line that intersects
the stress-strain curve at a value of stress (commonly 0.2%) that is
used as a measure of the yield strength. Used for materials that have
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no obvious yield point.

651. Oil canning. Same as canning.

652. Oil stain. A stain produced by the incomplete burning of lubricant
on the surface of a product.

653. Olsen ductility test. A cupping test in which a piece of sheet
metal, restrained except at the center, is deformed by a standard
steel ball until fracture occurs. The height of the cup at the time of
fracture is a measure of the ductility.

654. One-dimensional forming. Here the medium of transfer contains
the surface generating element a line or a surface area along the line
of the desired surface which means that one relative motion is re-
quired to produce the surface, such as in direct or indirect extrusion
or cogging.

655. Open dies. Dies with flat surfaces that are used for preforming
stock or producing hand forgings.

656. Open-die forging. The hot mechanical forming of metals be-
tween flat or shaped dies in which metal flow is not completely re-
stricted or there is no lateral constraint except for friction. Also known
as hand or smith forging. See also flat die forging and hand forge
(smith forge).

657. Optical pyrometer. An optical viewing device used to measure
elevated temperature.

658. Orange peel. A surface roughening encountered in forming
sheet-metal products from material that has a coarse grain size.

659. Orbital forging. See rotary forging.

660. Originating process. The process is one that produces the gen-
eral configuration of the workpiece.

661. Overbending. Methods of bending to obtain the desired angle af-
ter springback.

662. Overetch. In the normal processing of aluminum forgings, a
caustic etch operation is employed for the dual purpose of cleaning
parts and emphasizing defects to facilitate visual inspection. Im-
mersion of parts for too long or use of a too concentrated solution will
produce a rough, slightly pitted surface.

663. Overheated. Metal with an undesirable coarse grain structure
due to exposure to an excessively high temperature. Unlike a "burnt”
structure, the metal is not permanently damaged but can be cor-
rected by heat treatment and/or mechanical working.

664. Overheating. Can occur in preheat furnaces prior to forging or in
the heat-treating operation. The condition results when metal tem-
perature exceeds the critical temperature of the alloy involved and a
change in phase occurs,; this is also known as the transformation
temperature. Externally, overheated material will often form blisters
or a web of fine cracks; internally, overheating causes precipitation of
melted constituents around grain boundaries and the formation of
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rounded pools of melted constituents often called "rosettes."”

665. Pack rolling. A flat-rolling operation in which two or more layers
of metal are rolled together, thus improving productivity.

666. Pad. The general term used for that part of a die which delivers
holding pressure to the metal being worked.

667. Pancake forging. A rough forged shape, usually flat, that can be
obtained quickly with minimal tooling. Considerable machining is
usually required to attain the finish size.

668. Partially elastic body. Body in which deformation produced by
external forces does not disappear completely after unloading.

669. Parting line. (1) The dividing plane between the two dies used in
forging metal. (2) The line along the edge of a forging where the dies
meet, usually at the largest cross section of the part, or the line along
the corresponding edge of the die impression. Flash is formed at the
parting line.

670. Parting plane. The plane that includes the principal die face and
is perpendicular to the direction of ram travel. When parting surfaces
of the dies are flat, the parting plane coincides with the parting line.
Also referred to as the forging plane.

671. Parting. (1) Sheetmetal operations for producing blanks whereby
the shear cutting operation produces a small, scrap section. (2) The
line around the periphery of a forging at which the flash has been
forced out of the impression.

672. Pass. (1) A single transfer of metal through a stand of rolls.
(2) The open space between two grooved rolls through which metal
is processed. (3) A single step in multistep forging operation called
cogging when the ingot, billet or bar is moved from one end toward
the other during forging.

673. Patenting. Heat treating of the high-carbon steel wires for springs
when the microstructure obtained is fine pearlite.

674. Pearlite. An iron-carbon alloy (about 0.80% carbon in a plain car-
bon steel) with a structure of alternate layers of ferrite and iron car-
bide.

675. Peen forming. Sheet metal working process used to produce
curvatures on thin sheet metals by shot peening one surface of the
sheet.

676. Perforating. The punching of many holes, usually identical and
arranged in a regular pattern, in a sheet, workpiece blank, or previ-
ously formed part. The holes are usually round, but may be any
shape. The operation is also called multiple punching. See also
piercing.

677. Permanent set. The deformation or strain remaining in a previ-
ously stressed body after release of the load.

678. Phase. A physically homogeneous form of a metal or alloy.

679. Physical properties. Characteristics of materials that are of a
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basic nature, such as density and electrical conductivity.

680. Pickling. The process of removing oxide scale from forgings by
treating in a heated acid bath.

681. Pick-up. Small particles of oxidized metal adhering to the surface
of a product (mill product).

682. Pierce. In ring rolling, the process of providing a through hole in
the center of an upset forging as applied to ring blank preparation.
683. Piercing. (1) General term for cutting (shearing or punching)
openings, such as holes and slots, in sheet material, plate, or parts.
This operation is similar to blanking; the difference is that the slug or
piece produced by piercing is scrap, while the blank produced by
blanking is the useful part. (2) Open-die forging operation involving

impressing an indentation into the workpiece.

684. Pilger mill. The operation of tube rolling when the tube and man-
drel undergo a reciprocating motion. The rolls are specially shaped
and re rotated continuously.

685. Pilger tube-reducing process. See tube reducing.

686. Pilot. To locate the strip accurately before punches start cutting
or forming.

687. Pinch trimming. The trimming of the edge of a tubular part or
shell by pushing or pinching the flange or lip over the cutting edge of
a stationary punch or over the cutting edge of a draw punch.

688. Pipe. A cavity formed in metal (especially ingots) during the so-
lidification process by the contracting of that part of the liquid metal
which is the last to solidify.

689. Pit. A sharp depression or hole in the surface of metal.

690. Plan view area. The area of the plan view of a forging; some-
times used to indicate the relative size of the forging.

691. Planar. A two-dimensional structure in X-Y space with no varia-
tion in the third direction. The mechanics conditions may be either
plane stress, plane strain, or generalized plane strain.

692. Plane strain. The mechanics characteristic defined by no varia-
tion in the thickness direction, with the direct strains in the thickness
direction equal to zero (one of the normal strains and the two related
shearing strains are equal to zero).

693. Plane stress. A biaxial state of stress (sheetmetal stretching)
when one of the normal stresses and the two associated shear
stresses are equal to zero.

694. Plane, forging. The plane that includes the principal die face and
that is perpendicular to the direction of the ram stroke; when the part-
ing is flat, the forging plane coincides with the parting line. See also
Forging plane.

695. Plane-Strain Compression Test. In this test, a thin sheet is in-
dented between long narrow dies.

696. Plane-strain sidepressing test. A test when a relatively short
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cylinder is compressed parallel to its axis. This test is used for the
evaluation of the ductility of a material rather than its resistance to
deformation.

697. Plane-strain tension test. A test when a plane-strain tensile
specimen with deep grooves designed to restrict the deformation to
the grooved region is subjected to tension.

698. Planishing. A finishing operation to remove the trim line of a forg-
ing or to obtain closer tolerances. Usually done by hot or cold rolling,
pressing, or hammering.

699. Plastic deformation. The permanent (inelastic) distortion
(change) of metals under applied stresses (forces) that strain the
material beyond its elastic limit. The ability of metals to flow in a plas-
tic manner without fracture is the fundamental basis for all metal-
forming processes.

700. Plastic flow. The phenomenon that takes place when metals or
other substances are stretched or compressed permanently without
rupture.

701. Plastic strain. The amount of inelastic strain that remains after a
material is unloaded.

702, Plasticity. The ability of a metal to undergo permanent deforma-
tion without rupture.

703. Plastic-strain ratio (r-value). The ratio of the true width strain to
the true thickness strain in a sheet tensile test. A formability parame-
ter that relates to drawing, it is also known as the anisotropy factor. A
high r-value indicates a material with good drawing properties.

704. Platen. The sliding member, slide, or ram of a press.

705. Platter. The entire mass of metal (workpiece) upon which the
forging equipment (hammer) performs work, including the flash,
sprue, tonghold, and as many forgings as are made at a time.

706. Plug. (1) A rod or mandrel over which a pierced tube is forced.
(2) A rod or mandrel that fills a tube as it is drawn through a die.
(3) A punch or mandrel over which a cup is drawn. (4) A protruding
portion of a die impression for forming a corresponding recess in the
forging. (5) A false bottom in a die.

707. Plyer. A carriage, which pulls the rod through al the zones of the
die hole of a drawbench where it undergoes deformation.

708. Pointing. Swaging operation to tapering the tip of a cylindrical
part.

709. Poisson's ratio. The ratio of lateral unit deformation to longitudi-
nal unit deformation within the elastic limit during a uniaxial tension or
compression test. Also called the "factor of lateral contraction”; a
body that is stretched lengthwise becomes thinner crosswise. Pois-
son established by experiment that, within the elastic limit, the ratio of
the length of stretch or squeeze to the length by which a body of
given material is decreased or increased in crosswise thickness is a
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constant; for aluminum, Poisson's ratio is an average of approxi-
mately 0.33.

710. Polish (stock preparation). Grind or polish surfaces to remove
scratches, scars, and marks left by cutting equipment; operation
usually performed by a flexible shaft machine with an abrasive disk.

711. Polishing. A mechanical finishing operation to apply a gloss or
luster to the surface of a product.

712. Porthole dies. Special dies for extrusion of intricate hollow
shapes, in which metal divides and flows around the supports for
the internal mandrel into strands. These strands are then rewelded
under the high pressures in the welding chamber before exiting
through the die.

713. Positive stress (strain). Tensile stress (strain) caused by ex-
tension

714. Pouring reel. Type of the reel for receiving finished rod during
rod drawing when the reel revolves and is synchronized to the finish-
ing speed of the rod mill.

715. Powder forging. The plastic deformation of a powder metallurgy
compact or preform into a fully dense finished shape by using com-
pressive force; usually done hot and within closed dies.

716. Powder metals. Metals and alloys in the form of fine particles
(usually in the range of 1 to 1000 (Jim). Shaped objects can be pro-
duced from powders by compaction and bonding of the particles un-
der high pressures and temperatures

717. Power-driven hammer. A forging hammer with a steam or air
cylinder for raising the ram and augmenting its downward blow.

718. Precipitation hardening. A heat treatment that develops an in-
crease in strength and hardness by precipitation of a constituent from
a supersaturated solid solution. This is a common form of heat treat-
ment for aluminum alloys.

719. Precision forging. A forging produced to closer tolerances than
normally considered standard by the industry.

720. Preform. (1) The forging operation in which stock is preformed or
shaped to a predetermined size and contour prior to subsequent die
forging operations; the operation may involve drawing, bending, flat-
tening, edging, fullering, rolling, or upsetting. The preform operation
is hot considered to be a scheduled operation unless a separate heat
is required; when a preform operation is required, it will precede a
forging operation and will be performed in conjunction with the forg-
ing operation and in the same heat. In ring rolling, a term generally
applied to ring blanks of a specific shape to be used for profile (con-
tour) ring rolling. (2) The initially pressed powder metallurgy com-pact
to be subjected to repressing. (3) The original shape of the material
before manufacturing begins.

721. Preheating. A high-temperature soaking treatment used to
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change the metallurgical structure in preparation for a subsequent
operation, usually applied to the ingot.

722. Preparation charge. A one-time charge covering the cost of
sinking dies and preparing required auxiliary tooling for producing for-
gings to a particular design. In usual practice, this charge conveys to
the customer the exclusive right to purchase forgings produced on
this tooling. The dies themselves are the property of the forger, who
also has the responsibility for maintaining and replacing the dies as
required for satisfactory production of forgings.

723. Prepierce. In ring rolling, a vertically mounted piercing (punching)
tool used for preparation of ring blanks on the ring blank press, a ta-
pered tool of various diameters and lengths.

724. Press brake. An open-frame single-action press used to bend,
blank, corrugate, curl, notch, perforate, pierce, or punch sheet metal
or plate.

725. Press capacity. The rated force a press is designed to exert at a
predetermined distance above the bottom of the stroke of the slide.
726. Press data. The characteristics of the forging machine such that

the die stroke versus angle may be determined.

727. Press direction. Direction in which the die moves.

728. Press forging. Shaping of metal between dies by mechanical or
hydraulic presses. Usually this is accomplished with a single work
stroke of the press at each die station

729. Press forming. Any sheet metal forming operation performed
with tooling by means of a mechanical or hydraulic press.

730. Press load. The amount of force exerted in a given forging or
forming operation.

731. Press slide. See slide.

732. Press. A machine tool with a stationary bed and a slide or ram
that has reciprocating motion at right angles to the bed surface; the
slide is guided in the frame of the machine.

733. Pressure plate. A plate located beneath the bolster that acts
against the resistance of a group of cylinders mounted to the pres-
sure plate to provide uniform pressure throughout the press stroke
when the press is symmetrically loaded.

734. Pre-stage Cooling. Time period while moving workpiece to table
during which convective cooling occurs.

735. Primary processes. The function of such processes is to provide
the semifinished shapes that have the necessary configuration, di-
mensions, and properties that will be suitable for the subsequent,
secondary processing whether by additional forming, welding, ma-
chining, heat treating, or whatever

736. Principal axis. The direction in which a principal stress acts.

737. Principal plane. A plane normal to a principal axis.

738. Principal stresses. Stresses which remains when the axes are
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rotated so that the shear stresses on each face of the elemental cube
are all zero.

739. Principal Values. The eigenvalues of the stress or strain ten-
sor. The values are often used to determine if or when fracture
would occur.

740. Process annealing. Heating iron-base alloys to a temperature at,
or close to, the lower limit of the critical range and then cooling as
desired, usually for stress relief.

741. Profile {contour) rolling. In ring rolling a process to produce
seamless rolled rings with a predesigned shape either on the outside
or the inside diameter, requiring less volume of material and less
machining to produce finished parts.

742. Progression. The constant dimension between adjacent stations
in a progressive die.

743. Progressive die. A die with two or more stations arranged in line
for performing two or more operations on a part; one operation is
usually performed at each station.

744, Progressive forming. Sequential forming at consecutive stations
with a single die or separate dies.

745. Proof load. A predetermined load, generally some multiple of the
service load, at which a product will just begin to permanently deform
or load, to which a specimen or structure is submitted before accep-
tance for use. Rated working loads of a part are commonly based on
a percentage of the proof load. Since proof-load tests are nonde-
structive, they can be used to establish product integrity.

746. Proof stress. (1) The stress that will cause a specified small per-
manent set in a material. (2) A specified stress to be applied to a
member or structure to indicate its ability to withstand service loads.

747. Proof. Any reproduction of a die impression in any material, fre-
quently a lead or plaster cast. See also Die proof.

748. Proportional limit. The greatest stress a material is capable of
developing without a deviation from straight-line proportionality be-
tween stress and strain. See also elastic limit and Hooke's law.

749. Puckering. A wrinkling of the drawn cup wall.

750. Pull-through slitting equipment. When the strip is pulled
through idling blades.

751. Punch. (1) The male part of a die—as distinguished from the fe-
male part, which is called the die. The punch is usually the upper
member of the complete die assembly and is mounted on the slide or
in a die set for alignment (except in the inverted die). (2) In double-
action draw dies, the punch is the inner portion of the upper die,
which is mounted on the plunger (inner slide) and does the drawing.
(3) The movable die in a press or forging machine. (4) The act of
piercing or punching a hole. Punch is a shearing operation to re-
move a section of metal as outlined by the inner parting line in a
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blocked or finished forging; the operation is generally performed on a
trim press using a punch die. Also referred to as punching. (5) A tool
used in punching holes in metal.

752. Punching. (1) The die shearing of a closed contour in which the
sheared out sheet metal part is scrap. (2) Open die forging operation
when the surface of a workpiece is broken through with a punch.

753. Punchout rigging. The parts required to fasten the punch and
plates to the press.

754. Punchout. A pierced hole in a forging.

755. Pure or tensor shear strain. Strain defined as the change in an-
gle between two line segments within or scribed on the surface of a
body, which were mutually perpendicular or at right angles in the un-
deformed state.

756. Pusher furnace. A continuous-type furnace where stock to be
heated is charged at one end, carried through one or more heating
zones, and discharged at the opposite end.

757. Quantity tolerance. Allowable variation of quantity to be shipped
on a purchase order, agreed on by the forging producer and pur-
chaser when the order is placed. (A schedule of suggested standard
quantity tolerances for various order quantities is available from the
Forging Industry Association.)

758. Quasi-static stress-strain curve. Curve obtained at a rather low
strain rate such as about 10%/s which is typical of a slow speed test-
ing machine.

759. Quenching. Rapid cooling from a high temperature by contact
with liquids, gases, or solids. The cooling rate during quenching is
important in heat treatment because it controls the degree of harden-
ing of most alloys

7/60. Radial draw forming. The forming of sheet metals by the simul-
taneous application of tangential stretch and radial compression
forces. The operation is done gradually by tangential contact with the
die member. This type of forming is characterized by very close di-
mensional control.

7/61. Radial forging (rotary swaging). A process using two or more
moving anvils or dies for producing shafts with constant or varying
diameters along their length or tubes with internal or external varia-
tions in diameter. Often incorrectly referred to as rotary forging.

762. Radial roll (main roll, king roll). The primary driven roll of the
rolling mill for rolling rings in the radial pass. The roll is supported at
both ends.

763. Radial rolling force. The action produced by the horizontal
pressing force of the rolling mandrel acting against the ring and the
main roll. Usually expressed in metric tons.

764. Radial-axial ring rolling mill (RAW or RW). A type of ring forg-
ing equipment for producing seamless rolled rings by controlling the
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outside diameter, the inside diameter, and the ring height (axial
height).

7/65. Radius. To remove sharp edges or corners of forging stock by
means of a radius or form tool (radius OE:. radius one end; radius
BE: radius both ends).

7/66. Ram. The moving or falling part (The dropping weight) of a drop
hammer or the power-actuated platen of a press to which one of the
dies (the moving die) is attached; sometimes applied to the upper flat
die of a steam hammer. Also referred to as the slide.

767. Ram-force capacity. Capacity which delivered by the ram.

768. Recoil line. See impact line.

7/69. Recovery. Removal of residual stresses in strain-hardened met-
als without substantial change in grain structure

770. Recrystallization. The formation of a new grain structure either
by annealing a cold-worked metal or by heating a metal above its
transformation temperature

771. Redrawing. The second and successive deep-drawing opera-
tions in which cuplike shells are deepened and reduced in cross-
sectional dimensions. In reverse redrawing the cup is subjected to
bending in the direction opposite to its original bending configuration.

772. Reducing. Forging operation when a bar or a rod is pushed
through the matrix for the purpose of reduction of a cross section.

773. Reducing atmosphere. Combustion in a furnace where there is
no excess oxygen or a deficiency of oxygen; also termed "wet fire."

774. Reduction of area (contraction of area). A tensile ductility pa-
rameter that measures the ability of a material to deform plastically in
a localized fashion. It is the difference, in a tension specimen, be-
tween the size of the original sectional area and that of the area at
the point of rupture. It is generally stated as the percentage of de-
crease of cross-sectional area of a tension specimen after rupture.

775. Reduction of the metal in extrusion. The ratio of the difference
between the cross-sectional areas of the container and die opening
to the cross-sectional area of the container.

776. Reduction. (1) In cupping and deep drawing, a measure of the
percentage of decrease from blank diameter to cup diameter, or of
the diameter reduction in redrawing. (2) In forging, extrusion, rolling,
and drawing, either the ratio of the original to the final cross-sectional
area or the percentage of decrease in cross-sectional area.

777. Redundancy factor. Factor which relates the ideal or lossless
deformation to the actual.

778. Redundant work. An unnecessary work or energy loss resulting
due to internal macroshearing or internal friction losses. An element
during the process of deformation may shear forward, then backward
again producing such losses. The redundant work consists of friction
component which causes macroscopic shearing of the outer layers of
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the material relative to the inner layers but does not include surface
sliding, and the geometric component which causes shearing and
unshearing (bending and unbending), because of the difference in
the velocities of metal flow from one section to another.

779. Refining temperature or heat. A temperature employed in heat
treating to refine grain structure — in particular, grain size.

780. Reflectoscope. A nondestructive inspection instrument in which
internal quality of forgings or stock is evaluated through the utilization
of high-frequency sound.

781. Refractory metals. The group of metals with melting points
above 3400 °F that offer the highest elevated-temperature engineer-
ing properties of commercially available metals, most commonly, co-
lumbium, tantalum, molybdenum, tungsten, and their alloys.

782. Refractory. Heat-resistant material, usually nonmetallic, used for
furnace linings.

783. Reheating. A thermal operation designed solely to heat stock for
hot working; in general, no metallurgical changes are intended.

784. Relaxation. The type of creep deformation when a spontaneous
alteration of stresses occur under a constant strain.

785. Release. The process by which two bodies are allowed to sepa-
rate from one another. Upon separation, the forces which resisted
the other body/surface are redistributed within the body.

7/86. Repressing. The application of pressure to a sintered compact;
usually done to improve a physical or mechanical property or for di-
mensional accuracy.

787. Rerolling quality. Rolled billets from which the surface defects
have not been removed or completely removed.

788. Reset. Realign or adjust dies or tools during a production run; not
to be confused with "setup," an operation performed prior to a pro-
duction run.

789. Residual alloys. Elements present in a metal in minute quantities
but not added intentionally

790. Residual Forces. The out of equilibrium forces in the body due to
the linearized solution of the nonlinear equilibrium equations.

791. Residual stress. Stresses that are present in a free metal body,
usually as a result of nonuniform plastic deformation or severe tem-
perature gradients during quenching (heating and cooling) after all
loads have been removed. These stresses often may be removed
through annealing.

792. Resink designation. Identification of a duplicate set of dies
made to supplement or replace a die set.

793. Restrike on draw. Restriking a forging on the tempering heat of
a heat treatment to produce closer alignment of sections.

794, Restrike. A salvage operation following a primary forging opera-
tion in which the parts involved are rehit in the same forging die in

6l



which the pieces were last forged.

795. Restriking. (1) The striking of a trimmed but slightly misaligned
or otherwise faulty forging with one or more blows to improve align-
ment, improve surface condition, maintain close tolerances, increase
hardness, or effect other improvements. (2) A sizing operation in
which coining or stretching is used to correct or alter profiles and to
counteract distortion. (3) A salvage operation following a primary
forging operation in which the parts involved are rehit in the same
forging die in which the pieces were last forged.

796. Reverse drawing. Redrawing of a sheet metal part in a direction
opposite to that of the original drawing.

797. Reverse flange. A sheet metal flange made by shrinking, as op-
posed to one formed by stretching.

798. Reversing mill. Rolls which can be reversed after each pass.

799. Rib. (1) A forged wall or brace projecting generally in a direction
parallel to the ram stroke. (2) A long V-shaped or radiused inden-
tation used to strengthen large sheet metal panels. (3) A long, usu-
ally thin protuberance used to provide flexural strength to a forging
(as in a rib-web forging). See also Web.

800. Rigid tool. The tools which are used to shape the workpiece. No
deformation of the tools exist, so while the user obtains the force on
the surface, the user does not obtain the stresses in the tool. A rigid
tool is composed of curves.

801. Ring compression test. Test when the changes are produced in
the inner and outer diameters of a short, hollow cylinder during axial
compression between flat, rigid parallel platens. This test can be
used for two purposes: to evaluate the flow stress of a given material,
and to evaluate the Coulomb coefficient of friction.

802. Ring rolling. The process of shaping preform, usually weldless
rings from pierced disks or thick-walled, ring-shaped blanks between
rolls that control wall thickness, ring diameter, height, and contour.
This forging process reduces the ring wall section while increasing
the diameter.

803. Robert lines. See Luders lines.

804. Rockwell hardness testing. A method of determining the rela-
tive hardness value of a material by measuring the depth of residual
penetration by a steel ball or diamond point under controlled loading.

805. Rod. A solid round section 9.5 mm or greater in diameter, whose
length is great in relation to its diameter.

806. Roll bending. Bending operation when plates, sheets, bars, and
sections are bent (curved) by adjustable and driven rolls.

807. Roll flattening. The flattening of sheets that have been rolled in
packs by passing them separately through a two-high cold mill with
virtually no deformation. Not to be confused with roller leveling.

808. Roll {die) forging. The process of shaping stock between power
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driven rolls bearing contoured dies (roll die). The workpiece is intro-
duced from the delivery side of the rolls, and is reinserted for each
succeeding pass. Usually used for preforming, roll forging is often
employed to reduce thickness and increase length of stock.

809. Roll forming. Metal forming through the use of power-driven rolls
whose contour determines the shape of the product; sometimes used
to denote power spinning.

810. Roll straightening. The straightening of metal stock of various
shapes by passing it through a series of staggered rolls (the rolls
usually being in horizontal and vertical planes) or by reeling in two-
roll straightening machines.

811. Roll threading. The production of threads by rolling the piece be-
tween two grooved die plates, one of which is in motion, or between
rotating grooved circular rolls.

812. Roller (rolling impression). The portion of a forging die where
cross sections are altered by hammering or pressing while the work-
piece is being rotated.

813. Roller leveler breaks. Obvious transverse breaks on sheet metal
usually about 3 to 6 mm apart that are caused by the sheet fluting
during roller leveling. These will not be removed by stretching.

814. Roller leveling. Leveling by passing flat sheet metal stock
through a machine having a series of small-diameter staggered rolls
that are adjusted to produce repeated reverse bending.

815. Rolling edger. A combined edger and roller, employed for the
distribution of metal in preparation for the finishing operation.

816. Rolling mandrel. In ring rolling, a vertical roll of sufficient diame-
ter to accept various sizes of ring blanks and to exert rolling force on
an axis parallel to the main roll.

817. Rolling mills. Machines used to decrease the cross-sectional
area of metal stock and to produce certain desired shapes as the
metal passes between rotating rolls mounted in a framework com-
prising a basic unit called a stand. Cylindrical rolls produce flat
shapes; grooved rolls produce rounds, squares, and structural
shapes. See also four-high mill, Sendzymir mill, and two-high mill.

818. Rolling table. Serves to carry the ring during the rolling process
of the ring rolling mill. The table is horizontally displaceable with the
rolling mandrel.

819. Rolling. (1) The forging operation of working a bar between con-
toured dies while turning it between blows to produce a varying circu-
lar cross section. (2) The reduction of the cross-sectional area of
metal stock, or the general shaping of metal products by compres-
sive forces, through the use of a set of rotating rolls similar to rolling
dough with a rolling pin to reduce its thickness.

820. Rope hammer. A gravity-powered forging hammer with ropes for
raising the ram and upper die.
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821. Rotary forging. A process in which the workpiece is pressed be-
tween a flat anvil and a swiveling (rocking) die with a conical working
face; the upper die moves along an orbital path and the platens
move toward each other during forging; the part is formed incremen-
tally. Also called orbital forging. Compare with radial forging.

822. Rotary furnace. A circular furnace constructed so that the hearth
and work-pieces rotate around the axis of the furnace during heating.

823. Rotary shear. A sheet metal cutting machine with two rotating-
disk cutters mounted on parallel shafts driven in unison.

824. Rotary swager. (1) A swaging machine consisting of a power-
driven ring that revolves at high speed, causing rollers to engage
cam surfaces and force the dies to deliver hammerlike blows on the
work at high frequency. Both straight and tapered sections can be
produced. (2) A bulk forming process for reducing the cross-sectional
area or otherwise changing the shape of bars, tubes, or wires by re-
peated radial blows with one or more pairs of opposed dies.

825. Rotary tube piercing (Mannesmann process). A hot-working
process for making long, thick-walled seamless tubing and pipe
based on the subjecting of a round bar to radial compressive forces
by means of arrangement of rotating rolls and by expanding the hole
by means of mandrel.

826. Rotation. Motion (usually of pure rigid body) causing angular dis-
placement.

827. Rough blank. A blank for a forming or drawing operation, usually
of irregular outline, with necessary stock allowance for process
metal, which is trimmed after forming or drawing to the desired size.

828. Rough machine. Remove excess or undesired metal from for-
gings or from forging stock in process by means of machine tools
such as lathes and boring mills. The term includes most machining
operations other than scalping.

829. Roughing stand. The first stand (or several stands) of rolls
through which a reheated billet passes in front of the finishing stands.
See also rolling mills and stand.

830. Rub mark. A minor form of scratching consisting of areas made
up of large numbers of very fine scratches or abrasions.

831. Rubber-pad forming (rubber forming). A sheet metal forming
operation for shallow parts in which a confined, pliable rubber pad at-
tached to the press slide (ram) is forced by hydraulic pressure to be-
come a mating die for a punch or group of punches placed on the
press bed or baseplate. Developed in the aircraft industry for the lim-
ited production of a large number of diversified parts, the process is
limited to the forming of relatively shallow parts, normally not ex-
ceeding 40 mm (1.5 in.) deep. Also known as the Guerin process.
Variations of the Guerin process include the Marforming process, the
fluid-cell process, and fluid forming.
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832. Ruptured metal. Forging stock, particularly on very thin sections,
that has been hammered so severely as to cause broken fibers in the
metal.

833. Saddling (mandrel forging). The process of rolling and forging a
pierced disk of stock over a mandrel to produce a weld-less ring.

834. Sand blasting. The process of cleaning forgings by propelling
sand against them at high velocity. See also Blast cleaning.

835. Saw trim. The operation of removing flash from blocker or fin-
ished forgings by means of handsaw equipment.

836. Scale pit. A surface depression formed on a forging due to scale
in the dies during the forging operation.

837. Scale. The oxide film (surface layer) that is formed on forgings, or
other heated metal, by chemical action between the surface metal
and oxygen in the air. Steel forging scale is loosely adherent and
easily removed.

838. Scalping. Machining operation in which the outside surface of
rolled, pressed, or cast stock is removed to eliminate surface defects.

839. Scarfing. Conditioning of the surface of the material of the hot
rolling blooms, billets and slabs for a subsequent operation prior to
rolling.

840. Scleroscope hardness testing. A method of measuring hard-
ness of metal by the drop and rebound of a diamond-tipped hammer.

841. Scoring. (1) The marring or scratching of any formed part by
metal pickup on the punch or die. (2) The reduction in thickness of a
material along a line to weaken it intentionally along that line.

842. Scratch. A visible linear indentation caused by a sharp object
passing over the surface.

843. Screw dislocation. A defect of a crystal structure the end of the
crystal is partially sheared one atomic dimension sidewise.

844. Screw press. A high-speed press in which the ram is activated
by a large screw assembly that is powered by various types of drive
mechanisms. Usually screw presses derive their energy from a fly-
wheel, hence they are energy limited.

845. Seam. A longitudinal surface defect in the form of a seam that
appears on a forging when opened by the forging action; a crack or
inclusion on the surface of a forging. If very fine, termed a hair seam
or hair crack.

846. Seaming. Bending operation in a press brake for sheet metal as-
sembling.

847. Seams. Type of defect in drawing which are longitudinal
scratches or folds in the material.

848. Secant modulus. The slope of the secant drawn from the origin
to any specified point on the stress-strain curve. See also modulus of
elasticity.

849. Secondary metalworking processes. Subsequent to primary
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processes that will produce the final configuration of the desired part.

850. Segment die. Same as split die.

851. Segregation. A nonuniform distribution of alloying elements in a
metal that occurs during solidification of an ingot or shape casting.
852. Sejournet process. Process of lubrication during extrusion when
a circular glass pad is placed at the die entrance. This pad acts as a

reservoir of molten glass and supplies it as a lubricant.

853. Semifinisher (semifinishing impression). An impression in
the forging die that only approximates the finish dimensions of the
forging. Semifinishers are often used to extend die life of the finishing
impression, to ensure proper control of grain flow during forging, and
to assist in obtaining desired tolerances.

854. Seminotching. Sheetmetal operations involving restricted or par-
tial cutting where a piece of scrap metal is removed from the central
portion of a strip to facilitate subsequent bending or for providing part
attachment along the edges of a skeleton for progressive forming.

855. Sendzimir mill. A type of cluster mill with small-diameter work
rolls and larger-diameter backup rolls, backed up by bearings on a
shaft mounted eccentrically so that it can be rotated to increase the
pressure between the bearing and the backup rolls. Used to roll pre-
cision and very thin sheet and strip.

856. Separation force. The force at which two bodies separate. In
theory, two bodies would separate for any tensile force, neglecting
cohesive forces. Too small of a force results in a chattering process
as the bodies separate and recontact.

857. Set hammer. Forming tool used to make smooth, flat surfaces,
especially in small areas. See also Flatter.

858. Setting. (1) A twisting deformation of a solid or tubular body
about an axis for the purpose of exact positioning of elements of the
part relative to axis. (2) See bottoming.

859. Setup. Preparing equipment or unit for operation; includes mis-
cellaneous rearrangement of auxiliary facilities such as conveyors,
skids, and hand tools.

860. Shank. The portion of the die or tool by which it is held in position
in the forging unit or press.

861. Shape factor. A factor describing the complexity of an extrusion
whish is a function of the ratio of the perimeter of the extruded prod-
uct to its cross-sectional area.

862. Shape fixability. Workability limit criterion which confines ability
of a ready part to maintain the desirable shape.

863. Shaping. A process of a changing the shape usually of nonsolid
body which involves molding or casting. The resulting product is usu-
ally at or near the final desired shape, and may require little or no fur-
ther finishing operations.

864. Shaving. Sheetmetal operations/or size control involving the cut-
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ting off of metal in a chiplike fashion to remove the rough fractured
edge of the sheet and to obtain accurate dimensions.

865. Shear (defect). An indirect result of mismatch, a shearing action
can occur. (1) by restriking mismatched forgings, or (2) by restriking
in misaligned dies. The first way is more common, as it is generally
employed as a remedial action for mismatched parts. The severity of
the shear depends on the amount of mismatch on the parts; the ac-
ceptance or rejection of parts so treated depends on the resulting ef-
fect on forging dimensions. Because forging dies may wander "off
match,” restriking in misaligned dies can occur at die setup or at any
time during the operation.

866. Shear die. (1) dies used in shearing operation such as blanking
and punching (2) Square dies usually used in extrusion of nonferrous
metals, especially aluminium.

867. Shear Friction. A friction model for the resisting shear friction
that is proportional to the flow stress of the material.

868. Shear modulus {(modulus of rigidity) G. A ratio of shear stress
to shear strain.

869. Shear spinning (power spinning, flow turning, hydrospinning
or spin forging). Process of plastic working of metal producing parts
to a predetermined geometrical shape by displacing metal in ad-
vance of a roller that is fed along a mandrel machined to the desired
inside diameter of the part. Usually, hydraulic pressure is used to
force the roller against the part and for clamping the blank to the tail-
stock. In this process, the metal is displaced in the direction of the
feed of the roller along the length of the mandrel.

870. Shear strength. The maximum shear stress a material can sus-
tain. Shear strength is calculated from the maximum load during a
shear or torsion test and is based on the original dimensions of the
cross section of the specimen.

871. Shear stress. (1) A stress that exists when parallel planes in
metal crystals slide across each other. (2) The stress component
tangential to the plane (surface) on which the forces act.

872. Shear. (1) A machine or tool for cutting metal and other material
by the closing motion of two sharp, closely adjoining edges; for ex-
ample, squaring shear and circular shear. (2) An inclination between
two cutting edges, such as between two straight knife blades or be-
tween the punch cutting edge and the die cutting edge, so that a re-
duced area will be cut each time. This lessens the necessary force
and distributes the load over a greater portion of the stroke, but in-
creases the required length of the working stroke. This method is re-
ferred to as angular shear. (3) The act of cutting by shearing dies or
blades, as in a squaring shear. (4) The type of force that causes or
tends to cause two contiguous parts of the same body to slide rela-
tive to each other in a direction parallel to their plane of contact.
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873. Shearing. (1) A process of mechanically cutting metal bars when
one blade forces the material past an opposing blade to the proper
stock length necessary for forging the desired product. See also
cropping. (2) Shearing is a sheet-metal operations for producing
blanks where the shear cutting action is along a straight line as op-
posed to cut-off.

874. Sheet forming. The plastic deformation of a piece of sheet metal
by tensile loads into a three-dimensional shape, often without signifi-
cant changes in sheet thickness or surface characteristics. Compare
with bulk forming.

875. Sheet. Any material or piece of uniform thickness and of consid-
erable length and width as compared to its thickness. With regard to
metal, such pieces under 6.5 mm (1/4 in.) thick are called sheets,
and those 6.5 mm thick and over are called plates. Occasionally, the
limiting thickness for steel to be designated as sheet steel is No. 10
Manufacturer's Standard Gage for sheet steel, which is 3.42 mm
(0.1345 in.) thick.

876. Shim. A thin piece of material used between two surfaces to ob-
tain a proper fit, adjustment, or alignment.

877. Shipping tolerance. See Quantity tolerance.

878. Shoe. A holder used as a support for the stationary portions of
forging and trimming dies.

879. Short transverse (ST) specimen. The specimen taken parallel
to the edge and perpendicular to the rolled surfaces.

880. Shotblasting. A process of cleaning forgings by propelling metal
shot at high velocity by air pressure or centrifugal force at the surface
of the forgings. See also Blast cleaning.

881. Shrink flanging. Process of bending the edges of sheet metals
when the flange is subjected to compressive hoop stresses which
cause the flange edges to wrinkle.

882. Shrink scale. A measuring scale or rule, used in die layout, on
which graduations are expanded to compensate for thermal contrac-
tion (shrinkage) of the forging during cooling.

883. Shrinkage. The contraction of metal during cooling after hot forg-
ing. Die impressions are made oversize according to precise shrink-
age scales to allow the forgings to shrink to design dimensions and
tolerances.

884. Shut height. For a press, the distance from the top of the bed to
the bottom of the slide with the stroke down and adjustment up. In
general, it is the maximum die height that can be accommodated for
normal operation, taking the bolster plate into consideration.

885. Side thrust. Lateral force exerted between the dies by reaction of
the forged piece on the die impressions.

886. Single-stand mill. A rolling mill designed such that the product
contacts only two rolls at a given moment. Contrast with tandem mill.
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887. Sink Temp. The environmental temperature associated with con-
vective thermal boundary conditions.

888. Sinking. The operation of machining the impression of the de-
sired forging into the forging dies.

889. Sintering. The densification and bonding of adjacent particles in
a powder mass or compact by heating to a temperature below the
melting point of the main constituent.

890. Sizing (coining). The operation in a coining press performed in
order to obtain closer tolerances on portions of a forging.
(1) Secondary forming or squeezing operations needed to square up,
set down, flatten, or otherwise correct surfaces to produce specified
dimensions and tolerances. See restriking. (2) Some burnishing,
broaching, drawing, and shaving operations are also called sizing.
(3) A finishing operation for correcting quality in tubing or a process
employed to control precisely a diameter of rings or tubular compo-
nents. (4) Final pressing of a sintered powder metallurgy part.

891. Sizing pass. A light reduction which is taken on rod to improve
surface finish and dimensional accuracy.

892. Skeleton (scrap, scrap skeleton). The waste metal, sometimes
called offal, which is scrapped after being removed from the slag or
sheet blank or strip. See also offal.

893. Skew rolling. A process similar to roll forging typically used for
making ball bearings when round wire or rod stock is fed into the roll
gap, and roughly spherical blanks are formed continuously by the ro-
tating rolls.

894. Slab method. The method when the equilibrium of a slab of the
deformed body is considered, in which a simplified stress distribution
such as plane strain is assumed for the slab. The governing equilib-
rium equations in the direction of the principal stresses are solved,
and an approximate solution for the forming forces and stresses is
obtained.

895. Slab. A flat-shaped semifinished rolled metal ingot with a width
not less than 250 mm (10 in.) and a cross-sectional area not less
than 105 cm? (16 in.?).

896. Slabbing. The hot working of an ingot to a flat rectangular shape.

897. Slide adjustment. The distance that a press slide position can be
altered to change the shut height of the die space. The adjustment
can be made by hand or by power mechanism.

898. Slide. The main reciprocating member of a press, guided in the
press frame, to which the punch or upper die is fastened; sometimes
called the ram. The inner slide of a double-action press is called the
plunger or punch-holder slide; the outer slide is called the blank-
holder slide. The third slide of a triple-action press is called the lower
slide, and the slide of a hydraulic press is often called the platen.

899. Slip. The ultimate shear displacement of discrete sections of a
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crystal relative to other adjacent sections. It usually takes place on
the densest or closest-packed atomic planes and in the densest
atomic direction.

900. Slip-line. Orthogonal net of theoretical lines in deformed material
which follow maximum shear stress directions.

901. Slitting. (1) Cutting or shearing along single lines to cut strips
from a sheet or to cut along lines of a given length or contour in a
sheet or workpiece. (2) Sheet metal operations/or size control where
the cutting of a wide coil into several narrow coils in a rotary shear
called a slitter.

902. Sliver. A slender fragment or splinter that is a part of the material,
but that is incompletely attached. A torn fiber of metal forced into the
surface of a forging.

903. Slot furnace. A common batch-type forge furnace where stock is
charged and removed through a slot or opening.

904. Slotting. Sheet metal operations/or shear cutting holes where
the cutting or shearing action forms elongated or square holes.

905. Slug. (1) The metal removed when punching a hole in a forging;
also termed punchout. (2) The forging stock for one workpiece cut to
length. See also blank.

906. Smith forging. See Flat or hand forge (smith forge).

907. Smith hammer. Any power hammer where impression dies are
not used for the reproduction of commercially exact forgings.

908. Snag grinding (snagging). The process of removing portions of
forgings not desired in the finished product, by grinding.

909. Snip vents. An operation to remove metal projections resulting
from vents in the die cavity and where such an operation is an inde-
pendently scheduled operation and not performed in conjunction with
the forging operation.

910. Soaking. A heating process during which metal is held at an ele-
vated temperature for the length of time sufficient for the attainment
of uniform temperature throughout the material, or for homogeniza-
tion of elements.

911. Solution heat treatment. A process in which an alloy is heated to
a suitable temperature, held at this temperature long enough to allow
a certain constituent to enter into solid solution, and then cooled rap-
idly to hold the constituent in solution. The metal is left in a supersatu-
rated, unstable state and may subsequently exhibit age hardening.

912. Sonic testing. See also Ultrasonic testing.

913. Sow block. Metal die holder — a block of heat-treated steel
placed between the anvil of the hammer and the forging die to pre-
vent undue wear and shock to the anvil. Sow blocks are occasionally
used to hold insert dies. Also called anvil cap.

914. Space lattice. A regular or periodic array of points in space over
large intervals as compared to the distance between the points, and
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each point is so arranged that it has identical surroundings.

915. Spall. The cracking off or flaking of small particles of metal from
the surface.

916. Special tolerance. Any tolerance that is closer or wider than
"standard.”

917. Spheroidizing. A form of annealing consisting of prolonged heat-
ing of iron-base alloys at a temperature in the neighborhood of, but
generally slightly below, the critical range, usually followed by a rela-
tively slow cooling. Spheroidizing causes the graphite to assume a
spheroidal shape, hence the name.

918. Spider dies. Special dies for extrusion of intricate hollow shapes
in which metal divides and flows around the supports for the internal
mandrel into strands. These strands are then rewelded under the
high pressures in the welding chamber before exiting through the die.

919. Spinning. The forming of a seamless hollow metal part by forcing
a rotating blank to conform to a shaped mandrel that rotates concen-
trically with the blank. In the typical application, a flat-rolled metal
blank is forced against the mandrel by a blunt, rounded tool; how-
ever, other stock (notably, welded or seamless tubing) can be
formed. A roller is sometimes used as the working end of the tool.

920. Split die. A die made of parts that can be separated for ready
removal of the workpiece. Also known as segment die.

921. Splitting. The process by which an increment of load or time is
divided such that the contact conditions are satisfied. During the first
part of the increment, no constraint is applied, while in the second
part, the contact constraint is applied.

922. Spreading. The increase in width of rolling plates and sheet usu-
ally with small width-to-thickness ratios. The increase occurs in the
roll gap. It may be prevented by the use of vertical rolls in contact
with the edges of the rolled product.

023. Spring. A one-dimensional device that transmits a force. Often
the force is considered to be linearly dependent on the relative dis-
placement of the endpoints.

924. Springback. (1) The elastic recovery of metal after stressing.
(2) The extent to which metal tends to return to its original shape or
contour after undergoing a forming operation. This is compensated
for by overbending or by a secondary operation of restriking.

925. Sprue (gate). A small impression at one end of the finisher for
forming a small projection that can be used to handle those forgings
cut off from the forging stock before completion of the forging opera-
tions; permits connection between multiple impressions or the forging
bar and impression.

026. Squeezing. Forming under pressure in closed dies.

927. Stable deformation. Deformation with a continuously rising load.

028. Stage. A full cycle of a forging machine during which set-up, de-
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formation, and release

929. Stains (black smut). A product of caustic action on aluminum;
sometimes results from inefficient etching operations, hindering the
visual inspection of parts. The condition is easily remedied by re-
peating the etching operations, taking care that the method of stack-
ing and agitation is sufficient to result in complete removal of the
etching products.

930. Stamp (marking). An operation performed to identify the particu-
lar forgings as specified or requested by the customer.

931. Stamping. (1) The general term used to denote all sheet metal
pressworking. (2) Sheetmetal formed parts, especially shallow parts
that are blanked out of sheetmetal with only minor forming operations
done on them.

032. Stand. (1) A piece of rolling mill equipment containing one set of
work rolls. In the usual sense, any pass of a cold- or hot-rolling mill.
See also rolling mills. (2) Equipment for rolling, which consists of a
set of rolls with its own housing and controls.

933. Standard tolerance. An established tolerance for a certain class
of product; this term is preferred to "commercial” or "published" toler-
ance.

934. State of stress at the point. A set of stresses occurring on all
planes passing through the point in question.

035. States. The state variable in the analysis, generally the tempera-
ture in a stress analysis.

936. Static. A loadcase type which does not include any inertia terms.

037. Steady state. A loadcase type which performs steady-state heat
transfer analysis; no specific heat is considered.

038. Steam hammer. A type of drop hammer in which the ram is
raised for each stroke by a double-action steam cylinder and the en-
ergy delivered to the workpiece is supplied by the velocity and weight
of the ram and attached upper die driven downward by steam pres-
sure. The energy delivered during each stroke can be varied.

939. Steel rule die. Consists of a thin strip of hardened steel bent to
the shape to be sheared and held on its edge on a flat wooden base.

940. Step. A particular step, or iteration, in a loadcase.

941. Stepped extrusion. An extrusion operation when it is produced
by extruding the billet partially in one die, then in one or more larger
dies.

942  Sticking friction. The condition at which no relative motion of the
interfaces of the die and workpiece, even though no sticking or actual
adhesion of the surfaces occurs.

943. Stiffness. (1) The element stiffness matrix, or the elastic founda-
tion stiffness. (2) Resistance to bending.

944 STL - Stereo Lithography. A Geometric representation of a solid
that is comprised of a tessellated surface.
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945, Stock marks. In cutting forging stock to specified length for a die-
forged part, the ends of the bar always contain surface imperfections
caused by the cutting tool; these are often retained on the surface of
the finished part. If pronounced, such marks are removed by light
grinding. On parts where repeated indications of stock marks are en-
countered, efforts are usually made to eliminate them by conditioning
the stock ends prior to forging by polishing the cut ends and beveling
the edge of the cut.

046. Stock. A general term used to refer to a supply of metal in any
form or shape and also to an individual piece of metal used to pro-
duce a single forging.

947. Stocks. Stocks are tong-like forging instruments that permit the
operator to obtain a good hold on the hot metal and manipulate for-
gings at the hammer.

048. Stop. A device for positioning stock or parts in a die.

949. Straighten, coin. A combination coining and straightening opera-
tion performed in special cavity dies designed to impart a specific
amount of working in specified areas of the forging to relieve stresses
set up during heat treatment.

050. Straighten, die. A straightening operation performed in either a
hammer or a press using flat or cavity dies to remove undesired de-
formation and bring the forging within straightness tolerance.

951. Straighten, hand. A straightening operation performed on a sur-
face plate to bring a forging within straightness tolerance. Frequently,
a bottom die from a set of finish dies is used instead of a surface
plate; hand tools used include mallets, sledges, blocks, jacks, and oil
gear presses, in addition to regular inspection tools.

052, Straightening (straighten). A finishing operation for correcting
(decreasing) misalignment in a forging or between various sections
of a forging. Straightening may be done by hand, with simple tools, or
in a die in forging equipment.

953. Strain aging. The changes in ductility, hardness, yield point, and
tensile strength that occur when a metal or alloy that has been cold
worked is stored for some time. In steel, strain aging is characterized
by a loss of ductility and a corresponding increase in hardness, yield
point, and tensile strength.

054. Strain at failure initiation. The strain at which the stress begins
to fall off sharply.

955. Strain hardening. An increase in hardness and strength caused
by plastic deformation at temperatures below the recrystallization
range. Also known as work hardening.

056. Strain rate. The rate of deformation, the percent elongation per
second

957. Strain. Deformation expression (dimensionless) number— the
change in length/original length (The unit of change in the size or
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shape of a body due to force, in reference to its original size or
shape)

958. Strain-hardening coefficient. See strain-hardening exponent.

059. Sftrain-hardening exponent. The value n in the relationship
o= Ke" where ois the true stress; e is the true strain; and K, which
is called the strength coefficient, is equal to the true stress at a true
strain of 1.0. The strain-hardening exponent, also called n-value, is
equal to the slope of the true stress/true strain curve up to maximum
load, when plotted on log-log coordinates. The n-value relates to the
ability of a sheet material to be stretched in metalworking operations.
The higher the n-value, the better the formability (stretch-ability).

960. Strain-rate sensitivity (m value). The increase in stress (or)
needed to cause a certain increase in plastic strain rate (e) at a given
level of plastic strain (e) and a given temperature (T). Strain-rate
sensitivity = m

961. Streamline. A line that represents the motion of a material particle.

962. Stress raisers. Design features (such as sharp corners) or me-
chanical defects (such as notches) that act to intensify the stress at
these locations.

963. Stress relieving. A process of reducing residual stresses in a
metal object by heating the object to a suitable temperature and
holding for a sufficient time. This treatment may be applied to relieve
stresses induced by quenching, normalizing, machining, cold work-
ing, or welding.

064. Stress. The intensity of the internally distributed forces or com-
ponents of forces that resist a change in the volume or shape of a
material that is or has been subjected to external forces. Stress is
expressed in force per unit area. Stress can be normal (tension or
compression) or shear.

965. Stress-strain curve. See stress-strain diagram

966. Stress-strain diagram. A graph in which corresponding values of
stress and strain from a tension, compression, or torsion test are
plotted against each other. Values of stress are usually plotted verti-
cally (ordinates or y-axis) and values of strain horizontally (abscissas
or x-axis). Also known as deformation curve and stress-strain curve.

967. Stretch bending. Method of bending to avoid the springback
when the part is subjected to tension while being bent.

968. Stretch flanging. Process of bending the edges of sheet metals
when the flange edges are subjected to tensile stresses.

969. Stretch former. (1) A machine used to perform stretch forming
operations. (2) A device adaptable to a conventional press for ac-
complishing stretch forming.

970. Stretch forming (stretch-wrap forming). The shaping of a sheet
or part, usually of uniform cross section, by first clamping around its
edges and applying suitable tension or stretch and then wrapping it
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around a die of the desired shape.

971. Stretcher leveling. The leveling of a piece of sheet metal (that is,
removing warp and distortion) by gripping it at both ends and subject-
ing it o a stress higher than its yield strength.

972. Stretcher straightening. A process for straightening rod, tubing,
and shapes by the application of tension at the ends of the stock.
The products are elongated a definite amount to remove warpage.

973. Stretcher strains (Lueder’s band, worm). Surface irregularities
of a mild steel during sheet-forming operation which occure due to
yield-point elongation. These markings lie approximately parallel to
the direction of maximum shear stress and are the result of localized
yielding. See also Luders lines.

974. Stretching. The extension of the surface of a sheet in all direc-
tions. In stretching, the flange of the flat blank is securely clamped.
Deformation is restricted to the area initially within the die. The
stretching limit is the onset of metal failure.

975. Striking surface. Those areas on the faces of a set of dies that
are designed to meet when the upper die and lower die are brought
together. Striking surface helps protect impressions from impact
shock and aids in maintaining longer die life. Also termed "beating
area."

976. Strip. A flat-rolled metal product of some maximum thickness and
width arbitrarily dependent on the type of metal; narrower than sheet.

977. Stripper punch. A punch that serves as the top or bottom of the
die cavity and later moves farther into the die to eject the part or
compact. See also ejector rod and knockout.

978. Stripper. (1) A lug or ring on the forging or an impression in the
dies for a mechanical upsetter to ensure clamping the piece firmly in
the gripper dies. (2) A plate designed to remove, or strip, sheet metal
stock from the punching members during the withdrawal cycle. Strip-
pers are also used to guide small precision punches in close-
tolerance dies, to guide scrap away from dies, and to assist in the
cutting action. Strippers are made in two types: fixed and movable.

979. Stroke (up or down). (1) The vertical movement of a ram during
half of the cycle, from the full open to the full closed position or vice
versa. (2) The distance traveled of the punch in a kinematic press
during a cycle.

980. Structural (plate) punch presses. Presses for punching, blank-
ing, and stamping work of rough, hot-rolled bars, structural members,
and thick plates.

981. Structure. The size and arrangement of the metal grains in
metal.

082. Stuffing box. Box filled with the |ubricant (such as soap) which is
passed on the surface of the rod to be drawn.

983. Sub-sow block (die holder). A block used as an adapter in order
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to permit the use of forging dies that otherwise would not have suffi-
cient height to be used in the particular unit or to permit the use of
dies in a unit where the shank sizes are different.

984. Substage. A part of a forging stage.

985. Suck-in. A defect caused by the "sucking in" of one face of a
forging to fill a projection on the opposite side.

986. Superalloys. A term broadly applied to iron-base, nickel-base,
and cobalt-base alloys, often quite complex, that exhibit high ele-
vated-temperature mechanical properties and oxidation resistance

987. Superplasticity. The ability of certain metals to develop ex-
tremely high tensile elongations at elevated temperatures and under
controlled rates of deformation.

988. Support plate. A plate that supports a draw ring or draw plate. It
also serves as a spacer.

989. Surface peening. Shotblasting to increase the fatigue life of
forgings.

990. Swage (Swaging). (1) The operation of reducing or changing the
cross-section area of stock by the fast impact of revolving longitudi-
nal, semicircular or semicontoured dies. (2) The tapering of bar, rod,
wire, or tubing by forging, hammering, or squeezing; reducing a sec-
tion by progressively tapering lengthwise until the entire section at-
tains the smaller dimension of the taper. Finishing tool with concave
working surface, useful for rounding out work after its preliminary
drawing to size.

991. Swift cup test. A simulative test in which circular blanks of vari-
ous diameter are clamped in a die ring and deep drawn into a cup by
a flat-bottomed cylindrical punch. The ratio of the largest blank di-
ameter that can be drawn successfully to the cup diameter is known
as the limiting drawing ratio (LDR) or deformation limit.

992. T Shape. Forgings generally in the approximate form of a'"'T."

993. Table mill. In ring rolling, a type of ring forging equipment em-
ploying multiple mandrels with a common main roll. Usually used in
high volume production of small-diameter rolled rings.

994. Tailpipe (fishtailing or pipe defect). A defect of extruded pat-
tern, when it tends to draw surface oxides and impurities toward the
center of the billet.

995. Tandem die. Same as follow die.

996. Tandem mill. A rolling mill consisting of two or more stands ar-
ranged so that the metal being processed travels in a straight line
from stand to stand. In continuous rolling, the various stands are
synchronized so that the strip can be rolled in all stands simultane-
ously. Contrast with single-stand mill.

997. Tangent bending. The forming of one or more identical bends
having parallel axes by wiping sheet metal around one or more ra-
dius dies in a single operation. The sheet, which may have side
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flanges, is clamped against the radius die and then made to con-
form to the radius die by pressure from a rocker-plate die that
moves along the periphery of the radius die. See also wiper form-
ing (wiping).

998. Tangent modulus. The slope of the stress-strain curve at any
specified stress or strain. See also modulus of elasticity.

999. Tap. Fluteless forming tool for internal thread rolling.

1000. Temper rolling. Sheet-forming operation when the sheet metal is
subjected to a light pass of 0.5-1.5 percent reduction to avoid sur-
face irregularities (stretcher strains).

1001. Temper. The degree of hardening produced in a metal by heat
treatment or cold working.

1002. Temperature Dependent Properties. The change in mechanical
or thermal properties due to a change in temperature.

1003. Tempering. Reheating a quench-hardened or normalized steel to
a subcritical temperature to develop desired mechanical properties.
See Drawing

1004. Template (templet). A gage or pattern made in a die department,
usually from sheet steel; used to check dimensions on forgings and
as an aid in sinking die impressions in order to correct dimensions.

1005. Tensile (or ultimate) strength. The maximum stress a metal will
withstand in tension. Calculated as the maximum load divided by the
original cross-sectional area obtained before rupture of a specimen
pulled to failure in a tensile test.

1006. Tensile properties. Mechanical properties of a metal when
loaded in tension, including tensile strength, yield strength, propor-
tional limit, elongation, and reduction of area

1007. Tensile stress. A stress that causes two parts of an elastic body,
on either side of a typical stress plane, to pull apart. Contrast with
compressive stress.

1008. Tension. The force or load that produces elongation.

1009. Tension-Squeeze test. Test which combines axial tension and
lateral pressure to counteract the undesirable effects of necking in
the uniaxial tension.

1010. Tensor. All components of the stress or strain. A tensor is identi-
fied by the post index of one of its components.

1011. Terminate. The stopping of the workpiece deformation stage be-
cause the maximum force on the dies has been reached.

1012. Theory of elasticity. The mathematical discipline that deals with
the elastic behavior of materials subjected to external loads

1013. Thermal Strain. The amount of strain caused by a change in
temperature, because of the elongation or contraction of the crystal
structure.

1014. Thermal. The heat transfer properties of the material.

1015. Thermomechanical working (treatment). A general term cover-
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ing a variety of processes combining controlled thermal and deforma-
tion treatments to obtain synergistic effects, such as improvement in
strength without loss of toughness. Same as thermal-mechanical
treatment.

1016. Thickness. Either the layer or total thickness of a planar element.

1017. Three-point bending. The bending of a piece of metal or a struc-
tural member in which the object is placed across two supports and
force is applied between and in opposition to them. See V-hend die.

1018. Through flow process. Corresponding to mass-conservation
processes such as forging and extrusion

1019. Throw. The distance from the centerline of the crankshaft or main
shaft to the centerline of the crankpin or eccentric in crank or eccen-
tric presses. Equal to one-half of the stroke. See also crank press
and eccentric press.

1020. Toggle press. A mechanical press in which the slide is actuated
by one or more toggle links or mechanisms.

1021. Tolerance. Allowable deviation from a nominal or specified di-
mension; the permissible deviation from the exact dimensions given
on the drawing or model, or from a specification for any charac-
teristic.

1022. Tong hold. The portion of a forging billet (a small portion of metal
projecting), usually on one end, that is gripped by the operator's
tongs. It is removed from the part at the end of the forging operation.
Common to drop hammer and press-type forging.

1023. Tongs. Metal holder used to handle metal pieces.

1024. Tool steel. A superior grade of steel made primarily for use in
tools and dies.

1025. Tooling marks. Dies containing surface imperfections and dies
on which some repair work has been done will impart indications on
the surface of the forged part; these tooling marks are usually slight
rises or depressions in the metal. Light grinding or polishing is used
to remove the marks if they seriously affect the appearance of the
product.

1026. Tooling pad. See Chucking lug.

1027. Torsion. A twisting deformation of a solid or tubular body about
an axis in which lines that were initially parallel to the axis become
helices.

1028. Torsional stress. The shear stress on a transverse cross section
resulting from a twisting action.

1029. Total elongation. The total amount of permanent extension of a
test piece broken in a tensile test usually expressed as a percentage
over a fixed gage length. See also elongation, percent.

1030. Tote box. Metal container used to convey forgings to the various
processing operations.

1031. Toughness. Ability of a metal to absorb energy without failure
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when a load is applied.

1032. Traffic marks. Abrasions that result from metal-to-metal contact
and vibration during transit. These abrasions are usually dark in ap-
pearance because of the presence of a dark powder consisting of
aluminum and aluminum oxide fines produced by the abrasive action
of surfaces rubbing together.

1033. Train. Group of stands.

1034. Transfer dies. In a transfer die setup, the sheet metal under-
goes different operations at different stations, which are arranged
along a straight line or a circular path. After each operation, the part
is transferred to the next station for additional operations

1035. Transfer medium. The material or agent through which energy
and or information are transmitted to the work-piece.

1036. Transformation. A phase change that occurs in pure metals at a
specific temperature and in alloys over a range of temperatures.

1037. Translation. Motion (usually of pure rigid body) causing linear
displacement.

1038. Transverse. The direction in a wrought metal product perpendicu-
lar to the principal direction of working. See Directional properties.

1039. Trim and punch. A shearing operation to remove both an inner
and an outer section of metal from a blocked or finished forging. A
combination of two operations whereby flash and punchout are re-
moved simultaneously. The operation is generally performed on a
trim press using a combination trim and punch die.

1040. Trimmer blade. The portion of the trimmers through which the
forging is pushed to shear off the flash. The shearing edge may be in
more than one plane in-order to fit the parting line of the forging.

1041. Trimmer die. The punch-press die used for trimming flash from a
forging,

1042. Trimmer punch. The upper portion of the trimmer that comes in
contact with the forging and pushes it through the trimmer blades; the
lower end of the trimmer punch is generally shaped to fit the surface
of the forging against which it pushes.

1043. Trimmers. The combination of trimmer punch, trimmer blades,
and perhaps trimmer shoe used to remove flash from a forging.

1044. Trimming press. A power press suitable for trimming flash from
forgings.

1045. Trimming. (1) The mechanical shearing (removing) of flash or
excess material from a forging by use of a trimmer in a trim press.
This can be done either hot or cold. (2) Sheetmetal operations/or size
control involving the cutting off of excess or damaged metal after a
forming operation such as deep drawing

1046. Trip hammer. A small power hammer that delivers blows in rapid
succession.

1047. Triple-action press. A mechanical or hydraulic press having
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three slides with three motions properly synchronized for triple-action
drawing, redrawing, and forming. Usually, two slides—the blank-
holder slide and the plunger—are located above and a lower slide is
located within the bed of the press. See also hydraulic press, me-
chanical press, and slide.

1048. True stress. Stress defined as the ratio of the load to the current
or instantaneous area of deformed specimen.

1049. Tryout. Preparatory run to check or test equipment, lubricant,
stock, tools, or methods prior to a production run. Production tryout is
run with tools previously approved; new dies tryout is run with new
tools not previously approved.

1050. Tube spinning. Sheet metal working process when the thickness
of cylindrical parts is reduced by spinning them on a cylindrical man-
drel using rollers.

1051. Tube stock. A semifinished tube suitable for subsequent reduc-
tion and finishing.

1052. Tumbling. The process for removing scale from forgings in a ro-
tating container by means of impact with each other and abrasive
particles and small bits of metal. A process for removing scale and
roughness from forgings by impact with each other, together with
abrasive material in a rotating container.

1053. Turk’s head. A set of idling rolls used in drawing rods or bars of
various shapes.

1054. Twist. See Bend.

1055. Two-high mill. A type of rolling mill in which only two rolls, the
working rolls, are contained in a single housing. Compare with four-
high mill and cluster mill.

1056. Type. A small, hardened block machined to the shape of a small
portion of the impression and driven into this portion of the impres-
sion to determine the shape and dimensions accurately.

1057. U Shape. Forgings generally in the approximate form of a "U."

1058. U-bend die. A die, commonly used in press-brake forming, that is
machined horizontally with a square or rectangular cross-sectional
opening that provides two edges over which metal is drawn into a
channel shape.

1059. Ultimate strength. The maximum stress (tensile, compressive,
or shear) a material can sustain without fracture; determined by divid-
ing maximum load by the original cross-sectional area of the speci-
men. Also known as nominal strength or maximum strength.

1060. Ultrasonic testing. A nondestructive test applied to sound-
conductive materials having elastic properties for the purpose of lo-
cating inhomogeneities or structural discontinuities within a material
by means of an ultrasonic beam (sound waves).

1061. Undercuts. Sections of a forging which, if driven into the impres-
sion while the metal is hot, would lock themselves into a die impres-
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sion and prevent removal of the forging without distortion.

1062. Underfill. A portion of a forging that has insufficient metal to give
it the true shape of the impression.

1063. Uniaxial tension (compression). State of stress when only one
stress is the nonzero stress.

1064. Unit cell. The basic unit of the space lattice. The unit cell must be
selected so that the entire lattice can be built up by translation of the
cell without rotation.

1065. Upend forging. A forging in which the metal is so placed in the
die that the direction of the fiber structure is at right angles to the
faces of the die.

1066. Upper bound. A load which is too large to cause plastic deforma-
tion to begin.

1067. Upset forging. A forging obtained by upset of a suitable length of
bar, billet, or bloom; formed by heading or gathering the material by
pressure upon hot or cold metal between dies operated in a hori-
zontal plane.

1068. Upset. (1) The localized increase in cross-sectional area of a
workpiece or weldment resulting from the application of pressure dur-
ing mechanical fabrication or welding. (2) Working metal in such a
manner that the cross-sectional area of a portion or all of the stock is
increased, and length is decreased

1069. Upsetter (forging machine). A horizontal forging machine {me-
chanical press) where the workpiece is gripped between two grooved
dies and deformed by a punch that exerts force on the end of the
stock. Upsetter used to make parts from bar stock or tubing by upset
forging, piercing, bending, or otherwise forming in dies. Also known
as a header.

1070. Vacuum refining. Melting and/or casting in vacuum to remove
gaseous contaminants from a metal.

1071. V-bend die. A die commonly used in press-brake forming, usually
machined with a triangular cross-sectional opening to provide two
edges as fulcrums for accomplishing three-point bending.

1072. Vent mark. A small protrusion resulting from the entrance of
metal into die vent holes.

1073. Vent. A small hole in a punch or die for admitting air to avoid suc-
tion holding or for relieving pockets of trapped air that would prevent
die closure or action.

1074. Virtual displacement (forces). Imaginary displacement (forces).

1075. Viscoplastic deformation. Time-dependent permanent deforma-
tion.

1076. Warm working. Deformation at elevated temperatures below the
recrystatlization temperature. The flow stress and rate of strain hard-
ening are reduced with increasing temperature; therefore, lower
forces are required than in cold working. See also cold working and
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hot working.

1077. Warpage. Term generally applied to distortion that results during
dquenching from the heat-treating temperature; hand straightening,
press straightening, or cold restriking is employed, depending on the
configuration of the part and the amount of warpage involved. The
condition is governed by applicable straightness tolerances; beyond
tolerances, warpage is a defect and cause for rejection. The term is
not to be confused with "bend" or "twist."

1078. Water stain. A superficial etching of the surface from prolonged
contact with moisture in a restricted air space such as between lay-
ers of the product. The stain is generally white.

1079. Ways. The fitted V-shaped grooves in the ram and columns of a
hammer or press that guide the descent and ascent of the ram.

1080. Web fire. See Reducing atmosphere.

1081. Web. A relatively flat, thin portion of a forging that effects an in-
terconnection between ribs and bosses,; a panel or wall that is gener-
ally parallel to the forging plane. See also Rib.

1082. Wet drawing. Drawing in which the dies and the rod are com-
pletely immersed in the lubricant, typically oils and emulsions con-
taining fatty or chlorinated additives and various chemical com-
pounds.

1083. Wide tolerance. Any special tolerance that is wider than "stan-
dard.”

1084. Wiper forming (wiping). Method of curving sheet metal sections
or tubing over a form block or die in which this form block is rotated
relative to a wiper block or slide block.

1085. Wire drawing. Reducing the cross section of wire by pulling it
through a die.

1086. Wire rod. Hot-rolled coiled stock that is to be cold drawn into
wire.

1087. Wire. A thin, flexible, continuous length of metal, usually of circu-
lar cross section and usually produced by drawing through a die.

1088. Work hardening. See strain hardening.

1089. Work rolls. The rolls in contact with the deformed metal.

1090. Workability (formability). (1) The general term concerning to the
degree of deformation that can be achieved in a particular metal-
working process without creating an undesirable condition. (2) The
maximum amount of plastic deformation as determined by the maxi-
mum true or logarithmic strain that a material can withstand, without
the initiation of fracture.

1091. Workpiece. The body which is to be deformed.

1092. Wrap forming. See stretch forming.

1093. Wrinkling. A wavy condition obtained in deep drawing of sheet
metal, in the area of the metal between the edge of the flange and
the draw radius. Wrinkling may also occur in other forming operations
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when unbalanced compressive forces are set up.

1094. Y shape. A forging, such as a connecting rod or banjo-shaped
parts, that is widened at each end. Abbreviation is "DY." Piece where
one end requires spreading into a U, V, disk, or similar shape, or a
combination of one or more of the these.

1095. Yield criterion. Any mathematical expression that attempts to
predict the state of stress that will induce yielding, or the onset of
plastic deformation.

1096. Yield point. The load per unit of original cross section at which a
marked increase in the deformation of the specimen occurs without
increase of load. It is usually calculated from the load determined by
the drop of the beam of the testing machine or by the use of dividers.
If there is a decrease in stress after yielding, a distinction can be
made between upper and lower yield points. The load at which a
sudden drop in the flow curve occurs is called the upper yield point.
The constant load shown on the flow curve is the lower yield point.
Only certain metals—those which exhibit a localized, heterogeneous
type of transition from elastic to plastic deformation—produce a yield
point (low- and medium-carbon steels).

1097. Yield strength. The stress at which a material exhibits a specific
amount of permanent deformation. In tensile tests, usually measured
as the stress at 0.2% elongation (0.1 or 0.2% offset from the modulus
slope).

1098. Yield stress. The stress level of highly ductile materials, such as
structural steels, at which large strains take place without further in-
crease in stress.

1099. Yield. Evidence of plastic deformation in structural materials. Also
known as plastic flow or creep.

1100. Young's modulus. A term used synonymously with modulus of
elasticity. The ratio of tensile or compressive stresses to the resulting
strain.

1101. Zipper cracks. Defects in the center of the rolled plates and
sheet caused by poor material ductility at the rolling temperature.

1102. Zyglo. A method for nondestructive surface inspection of primar-
ily nonmagnetic materials using fluorescent penetrants. Trade name
of Magnaflux Corp.
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CNUCOK pyCCKUX TEPMUHOB

[MocnepencTene — gedopmanmd Npyu NOCTOSAHHLIX HaMPSXeHNAX
CTtapeHue. (1) BTopoit aTan TepMUYECKOW onepauun Ang ynpoyHe-
HWS; (2) N3MeHeHWe CBOUCTB NPW CPpaBHUTENBHO HU3KOW TemnepaTtype
[Mbka (cBoboaHas)

KayecTBo, HeOOX04MMOE A5 OTBETCTBEHHbLIX AeTanen camorieToB
[MTHeBMaTUYECKUIA MONOT

CeTKa TpeLluH

CnnaB

Yros 3axearta npuv npokaTke

ckaxkeHne yrroB NOMepeYyHoro ceveHuns

OTXUT, NOMHbIA LMK

LLITamnoBoYHasa nnuTa

[onoBka HakoBanbHW

3oHa AedopMUpPOBaHUS (BTOpas BXOAHAS 30HA BOMOYUMBHOMO OT-

BEPCTUA)

AYyCTEHUT

ABTOMATUYECKNIA OCTAHOB Npecca (CUrHan)
ABTOMaTUYECKNA Npecc

BcnomoraTeneHble onepayum

KoBO4HbLIE BanbLbl C ONPaBKoy

OBOpaTHbIW yron Bbixofa 30HbI BONMOYUITLHOTO OTBEPCTUA
HanpspkeHne npu Harpyske obpaTHOro sHaka (o ekt baywmnHrepa)
YCTPOWCTBO ANA NOALEPHKKN ONPaBKKU NPU NpoKaTKe Konelw
Banku, nogaepxuvBarowme pabodyme Banku

ObpaTHOe BblgaBNMBaHWe

ckarkeHne NpogoribHOro CeEYeHUs Npwy Bbi4aBnnBaHUn
[TonocyaTtasd CTpyKkTypa

[pyToK, NpodUnb

TexHonorMdeckuin otxoq npu obpeske npytka

'MboyHas mMalmHa

BouykoobpasoBaHue

BapbepHbln adpdekT (Npu nepemeLleHnn qUcrokasmin)
HakoBanbH4a

MNepuogunyeckada nevb

S ekt baywinHrepa

KpomKa, aneMeHT XeCTKOCTH

OT60opTOBaHHbLIA hnaHel

OTbopToBKa ANd NpuLaHNS XeCTKOCTH

(1) CTaHWHa; (2) HeENOABWXHAG pexyllasa KpoMKa MNpU peske me-

BxogHoW KOHYC (30Ha) B punbepe 4na BornoYeHus
Yron rnba

40. JedheKT nckpmneHna NpoAonbLHON OCK UMK MONEPEYHOTO CeveHund

41.

Paguyc narnba
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42. Onepauusg rubkn (npeapapuTernibHas B MHOMopyYbeBOW LWTaMNOBKe)

43. [MBOUYHbINA pydel

44. [MBOYHBIA Npecc ¢ OTKPbITON PaMOW MNPOCTOro 4eNcTBMSA ¢ ANTUHHON
MMOOYHON KPOMKOW

45. TMBOYHbIW WTamn

46. ['MboYHble BanbUpbl

47. HanpskeHue npu narnbe

48. ['nbka

49. 3aroToBKa

50. (1) 3aroToBka, nony4yaemas BbIPyOKOW W3 NUCTOBOro Marepuana,
(2) 3arotoBKa AN KOBKM UM LUTaMNOBKMN

51. ®uKcartop dnaHua

52. (1) 3aroToBuTENbLHAA onepaunsa pasgeneHus; (2) Boipybka

53. lNecko- n gpobecTpyrHas ouUCTKa

54. PakoBWHa, nneHa

55. Onepayuns oObeMHOW LUTaMNOBKKW, NPW KOTOPOW onepaunn npeaBa-
PUTENBHOW W OKOHYaTENbHON OOPabOTKM BLIMNOMHAKTCA O4HOBpE-
MEHHO B OQHOM LUTamne

56. MHoropyvbeBas WTaMnoBKka

57. 3aroToBUTENbHAg onepauus WTaMnoBKK (POpPMOBOYHAA UMK NoOA-
KaTHas)

58. 3aroTtoBUTENLHLIA POPMOBOYHLINA py4en

59. 3aroToBUTENBHBIA POPMOBOYHbLIW LUTaAMN

60. bnrom

61. BnroMuHr

62. Yaap

63. Nagarowmn MonoT ¢ JOCKOW

64. [MogwTamnoBag nnuTa

65. [NpUnnBe; BeINYKNOCTb

66. HKHAS9 MepTBasd Toudka

67. LLUTaMnoBOYHbIE YKIOHbI HU3a py4dbAa

68. N3rnd ¢ npmxXMMOM (YeKaHKON)

69. CmasouHble MaTepuansl, obecnednBarolne cMeLllaHHbIA TUM TPeHUA

70. CabneBnaHOCTb

71. OTXKUT B AWMKaxX ANA NpefoTBpaLleHUs OKUCTIEHNS

72. [pocTpaHCcTBEHHbIE pelleTkn bpase

73. (1) lNepBMYHaAA onepalna NPOKATKA WM NPOTSXKKN ANd YMeHblle-
HUS CNKUTKa; (2) yKOB

74. ltamnbl A4Ng BbligaBinBaHUA (MOCTWMKOBbLIE) MONMbIX AeTanen ¢ on-
PaBKOW

75. McnbiTaHne Ha TBepAoCTL No bpuHennto

/6. XpYNKOCTb

/7. CeTKka NOBEPXHOCTHbIX TPeLWH

78. KoatppuumneHT notepu yCTOMYNBOCTH

79. NoTepa yCTOMUYMBOCTU, KOpoBrieHre NpU CXUMALIOLLMX HaMPSXKeHNAX
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80. MeTop onpefeneHna HanpsKeHNa TeKy4YecTu ¢ NonpaBkon Ha Bou-
KoobpasoBaHue

81. Paspaya

82. Ob6bemMHas WrTamnoBKa

83. Bpawatowmica BonovnneHbln HapadaH

84. CTaH O4HOKpaTHOro BOMIOYMEHUA ¢ Bpallatowmmesa bapabaHom

85. [opu3oHTanbHbIA Npecc ansa rubku

86. Bektop broprepa

87. [epexor

88. 3agup, 3ayceHel

89. KoMBUHUPOBaHHbLIA POPMOBOUYHLIA WU NOAKATHOW 3aroTOBUTESNbHbIN
pyyei

90. TexHoNorM4ecknin ocTaToK BblfaBNMBaeMOW 3aroTOBKM B MaTpuLe

91. BblumucneHne Bapualnii

92. KynaukoBas ucnblTaTenbHaa MallvMHa, B KOTopol obpasel CxuUma-
eTCcA NpU NOCTOAHHOW CKOPOCTU AedopmaLmm

93. BepTuKanbHO-KOBOYHaA MalLWHa

94. (1) M3rnd nonockl Npu pasgeneHnu; (2) KOHyCHOCTb BanbLoOB

95. (1) dedekt nuctoBoro martepuana; (2) HaHeceHwe 3alUTHOro no-
KpbITUA Ha 3aroToBKY

96. briok Ang Bono4veHus

97. YrmepoaucTas ctanb

98. Ynpo4yHeHWe HacblLeHWeM a30TOM U YIMepoLoM

99. HayrnepoxuBaHune

100. PecToHOOOpasoBaHWE NPU BbITSXKE

101. HayrmepoxuBaHWe, LUeMeHTauud, UMaHWpoBaHWe (NOBEPXHOCT-
HoE)

102. YNpOYHEHHbIN NOBEPXHOCTHLIA Cnol (MeTanna)

103. KoHTpoOnk pydbs

104. Pydyen wramna

105. HapyXHbld BanuK ANg NPOKaTKW Konel, 3adalkoWwMid BHELWHWA
AWameTp KonbLa

106. Kepamuka ona TepMounsonsunm neven

107. dacka; cKoc

108. MHoroyrnosas rubka

109. KcnbiTaHne Ha ygapHy BA3KOCTL Mo LLapnu

110. Bubpauuwn BcrniegcTene aBTokonebaHuia

111. (1) TpewuHsl B yrny pydbs K3-3a KOHUEHTpaUUW Hanps»KeHun,
(2) TPELUWHBbI N3-3a TEPMUYECKUX HaMNPSKEHUIA

112. LUeBpoHHOe pacTpeckuBaHWe (UeHTparbHOW YacTW 3aroTOBKW)
Npv Bbl4aBNMBaHWUK

113. T1pOMEXYTOUHbIA KOHTPOMNb WU yaaneHUe NOBEPXHOCTHbIX Aedek-
TOB NHEBMO3YOWNOM

114. YpaneHuve nNOBEPXHOCTHbLIX AedeKToB (oKanuHbl) nepeq OMA ¢
MOMOLLbBIO 3ybuna u T. n.
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115. 3ybuno

116. 3aknm (AeeKT nNpu WTaMNOBKe)

117. Moaynb ynpyrocTu

118. TexHonorM4yeckuin BbiCTyn

119. CeTka OKpPY)XHOCTEW Ha NUCTOBOW 3aroTOBKe AN W3MepPeHWs
aedopmayui

120. AHanus gedopmauni IMCTOBOW 3aroTOBKK C NMOMOLLBI CETKN OK-
PY>KHOCTEN

121. [OnameTp OKpY>KHOCTWU, OonMUcbiBakoLlel ¢opMy BblaaBNMBAEMOU
3aroTOBKM

122. KoakcunanbHoe BbidaBnuMBaHWe ABYX 3aroTOBOK O4HOBPEMEHHO

123. O4YUCTKa OT OKalnWuHbl, CMasKkn U T. 1.

124. LUTtamn ¢ pyybem

125. 3akpbITbl pyYel NpoKaTHOro Banka

126. OTKpbITasa (¢ obnoem) ob6beMHas WTaMMNOBKa

127. TouyHas oObeMHas WTamMnoBKa

128. BenuyuHa, xapaktepusylllas cpegHee OTKNOHEHWe No TonwnHe
MOKOBKMW (LUTAMMNOBKW)

129. TllpokaTHbIA cTaH CeHa3nmMmunpa

130. Mogenb paspylwaemoro Matepuana Kokpogpta — Jlatama

131. KoapdpuuneHT yannuHeHUs npu npokaTtke (obxatum)

132. KoappuuneHT ylumnpeHUs npu npokaTtke (obxatum)

133. KoappuuneHTbl (MHAEKCHI) aHU30TPONUN

134. ObxaTue

135. Kanunbposka

136. KombuHaung KannbpoBKK U NpaBKu

137. KannbpoBOUYHbIA LWITaMIM

138. (1) Kannbpoeka — onepaund o6 beMHON LUTaMMNOBKM, (2) NpaBka —
N3MEHeHWe paguycoB UnNu npoduna

139. XonopaHas kanubpoBska

140. XonoaHaqa LWTaMnoBKa

141. XonoaHaqa BblcagKka

142. KOHeuYHbIN KOHTPOSb (HepaspyLLaroLni)

143. XonogHblA 3aKkaT (fedeKT npokaTta), nneHa;, MoplwuHa (LedekT
CTanbHOro CrnTKa)

144, XonopHas obpeska (0bnos)

145. XonogHad OM[

146. XonoaHokaTaHblA NUCT

147. LUTamn coBmeLlLleHHOTo 4ENCTBUA

148. KanunbpoBOYHbLIA, NPaBOYHbIA WTaMnN

149. BbpuKeT, NpeccoBaHHasa NOPOLIKOBas 3aroToBka

150. [llpeccoBaTb U3 NOPOLLUKa

151. YcnoBWe COBMECTHOCTU (AedopmaLinid)

152. LUTamn coBmeLlLleHHOTo 4ENCTBUA

153. W3rnd npu oxaTtmu (npu rubke Tpyb)
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154. Tlpenen NPOYHOCTU NpU CXKaTUK

155. WcnbiTaHua Ha cxaTtue

156. [lpenen NPOYHOCTU NpU CXKaTuUK

157. Cxunmawllee HanpsxeHue

158. BorHyrtocTtb

159. KOHUEHTpUYHOCTL

160. YpaBHeHWA COCTOAHUA

161. [onyck Ha KOHTaKT (Ten)

162. KoHTakKT (Ten)

163. CTaH HenpepbIBHOMO AEACTBUA C HECKONBbKUMW KIETAMMU

164. CnnowHasa cpega

165. KoHTYypHaqa dhopMoOBKa

166. CraHfapTHble UCNbITAaHUA Ha CXKaTue

167. YCnoBHbIW Npefen Teky4yecTn

168. CTtaHfapTHad nokoBKa

169. [llpoBepKa CXOQ4UMOCTH

170. TexHonorMyeckse npoleccbl ¢ yBenUYeHWEM Macchbl (CBapkKa,
cbopka)

171. (1) CepaueswHa (3arotosku); (2) sbigpa

172. (1) LeHTpanbHad kaBepHa B Bbl4aBNEHHOW 3aroToBKe,; (2) pasnu-
YMe CBOWCTB B LIEHTPe W Ha nepudepun eauHULbl MUKPOCTPYKTYPLI
N3-3a HepaBHOBECHOW conunaundukalymm

173. (1) I'oppupoBaHue (onepauyunda nuctoeon OML); (2) rogpupoBa-
HUe (oedekT)

174. Mogenb TpeHus no 3akoHy KyroHa

175. becwaboTHoe Ky3He4yHoe obopyLoBaHune

176. BbeclwaboTHbIA MONOT

177. 3amMok Wramna

178. Mogenb nnactuyeckn JedopmupyemMoro mMaTtepwana Kynepa —
CumoHaca

179. [OnuHa KpvBowwuna — ANWHA NpyTa MeXay KpWUBOLUMMNOM W NMyaH-
COHOM B KPWUBOLUUMNHO-KYTAYKOBbIX Npeccax

180. KpuBoLWwMWNHLIM Npecc

181. Kpwusowwun

182. [lonasyyecTb

183. (1) Nodpupoanune; (2) obxaTune, onpeccoBka

184. KpuTun4yeckui (TeMnepaTypHbIA) AWanas3oH

185. Kputndyeckasa tTouka

186. KpuTundyeckoe pacdeTHoe KacaTelnbHOe HanpskeHue, Tpebyemoe
ONA cABuUra no NAOCKOCTU CKOMbXKEHWS

187. OTxofbl Ha KOHel| 3aroToBKK

188. Obpeska nnu obpydka B XONOLHOM COCTOSHWUW; XOroAHaa pas-
Aenka (KpaTHOW 3aroToBKW)

189. TllpokoBKka (4nA N3MEHEHNA CBOUCTB)

190. PacTpecknsaHune (NOBEPXHOCTH)
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191. KpectoobpasHada NnokoBka

192. KpectoobpasHasa topma

193. (1) BepxHaa yacTb pambl npecca; (2) onepauna BblpaBHUBAHUG,;
(3) oedeKkT NnpoKkaTkn

194. Kpuctannudieckaa cTpyktypa

195. TekcTypa

196. KombWHUpOBaHHas TpewuHa B BUAE CTakaHa U YCEYEHHOro Ko-
Hyca npw pacTsXeHun obpasla, Korga B LeHTpe — nnockoe gedop-
MUPOBAHHOE, a Ha Nepudepun — HaNPAXKEHHOE COCTOAHNA

197. (1) CrakaH (nuctoBaa 3aroToBka nocre rmyoboKOW BbITSMXKW);
(2) niobag umnuHagpuyeckasa getanb Unn 3aroToBka, 3akpblTas ¢ of-
HOW CTOPOHbI

198. WMcnblTaHWe Ha MakcUMarbHYH rMyOOKYH BbITSXKY NMYaHCOHOM C
KPYribIM KOHLOM

199. (1) MepBbI aTan rnyboKon BbITSKKK, (2) pacTpecknBaHne obpas-
La, Korga oAWH KOHeL, BbIrMAAUT KakK CTakaH, a Apyrol — Kak KOHyC

200. (1) MecTo ond oTpesku Ha WTamMne; (2) oTpesHaa onepaung

201. Tonopbl (KYSHEYHbIA UHCTPYMEHT)

202. OTpesKka (3arotoBku)

203. UumaHuposaHue

204. MakcumaribHasa BbicOTa MEXLUTAaMMNOBOrO NPOCTPaHCTBa

205. MepTtBas 30Ha, 30Ha TOPMOXKEHNSA

206. ObesyrnepoxunBaHue

207. Tllpouepypa aHanusa, Npuv KOTOPOM WHCTPYMEHT CHadana pac-
CMaTpMBAKT Kak XecTkoe Teno, a 3ateM (Ang onpegeneHusd
H. 4. C.) — KaK gedopmupyemoe

208. [nybokasa BbITSKKa

209. OTKNOHeHWe (0T NPAMOM, NNOCKOCTH)

210. HdedopmMupyemMbld MIHCTPYMEHT

211. TlpeaenbHbIA KOMMULNEHT BbITSXKN

212. Teopua gedopmanyumid

213. [dedopMUpOBaHHbLIN

214. Tpouecc demapecta — POPMOBKa aracTUYHbIMKU cpedamn 060-
NoYeYHbIX U LUNUHE PUYECKUX STMCTOBBIX 3aroTOBOK

215. [deHapuTol

216. YpaneHwe okarnuHbl

217. [oToBad 3aroToBKa (He Hy)aarLlaacs B obpeske)

218. LLUTamMnoBOYHbLIA YKMNOH

219. Yactb wTamna WM npecca, Ha KOTOPOW YyCTaHaBnUBaeTCH

MaTpuua
220. LlTamn; maTtpuua; nogyLlka Matpuubl
221. Pydyeit

222. CeTka TpellWH B lWTamne
223. 3a3op Mexay nyaHCOHOM U MaTpuuen
224. CpefHee OTKNOHEHWE NOo TOMLWNHE WTaMNOBKA
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225. [loaBwxHag nogylwka (Npoknagka) nof LwWTamnoMm, obecneun-
BaKOLLaa AOMONHUTENBLHOE BWKEHWUE UMW AaBrieHne

226. OObeMHad WTamMnoBkKa

227. PopMoBKa B MaTpuLe

228. 3akpbiTad BbicoTa WTamMna

229. MaTpuuepepxartenb

230. Pyd4yen wrtamna

231. LlUTamnoBas BCTaBKa

232. OTBepcTUe, 3ajalollee nonepeyHoe ceyeHue BblaaBNMBAEMOMU
netanu

233. [lepeHoc YepTexa WTamMmna Ha TpadoapeT U NOBEPXHOCTL PyYbS

234. Cpok crny0Obl WTamna

235. UapanuHbl Ha wtamne

236. 3aMoK WTamna — MakcuMarnbHoe OTKNMOHeHWe pa3mMepa B NMHUU
pa3beMa napannenbHo xoay npecca

237. CMasoYHbIi MaTepwuarn B WTamne

238. CoBnageHue NorMoBUHOK WTamMnNa

239. aeHTMdOUKaUWUOHHbBIW HOMEP LWTamMna

240. bydep wTamna, BbITankueaTternb

241. 3anuBka, nonyyeHue otnevyaTka pyyba 4NA NPOBEPKU ero TOYHOCTH

242. LlTamMnoBOYHbLINA pagnyc

243. (1) lUTamnogepartens; (2) WTaMNOBOYHbLIN NaKeT

244. CMelleHWe NONIOBUMHOK WTamna

245, LUTamMnoBOYHbIA 6M0OK (MNUTLI)

246. ®dpesepoBaHUe pydbs

247. MakcumanbHagq 3aKkpbiTada BbiCOTa npecca

248. OTwTamMmnoBaHHada NUCToBas AeTarb

249. T[lpaBKa

250. LlTamn, maTtpuya

251. OBXUMHaa KOBOYHAs MallnHa

252. OBbeMHagd WTamMnoBkKa

253. Knewm

254. PacnpefpeneHHas Wwenka

255. [duddysna

256. Pa3MepHbld (MPOCTPaHCTBEHHLIW) (akTop HeOo4HOPOLHOCTU —
OTHOLUEHWE WCXOLHOW Mowafn CeYeHUs LWEWKM K UCXOLHOW nno-
LWagu paBHOMEPHO AedopMUpYyEMOR YacTu

257. (1) BblgaBnueaHWe JyHKA B JIMCTOBOM MeTanne; (2) To e nojg
3aKrenky ¢ noTarnHOW rofioBKoW

258. [lpamoe BblgaBNMBaHWeE

259. AHu3oTponus

260. Pa3spbiBbl HENPEPLIBHOCTHU

261. [WcKpeTHble 3agauu

262. [uck (3aroToBKa-noKoBKa ANA LWWeCTEPEH, CTynuua, BTySKa)

263. [Hducnokauna
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264. PacnpepeneHHasq Harpyska

265. [Mpouecchbl 06paboTkn € yaaneHnem Mmatepuana

266. Yucno cTteneHel ceobonbl

267. CpaBoeHHaa nokoBka (04HOBPEMEHHO BbIKOBaHHblE ABE MOKOBKU,
B AalnbHENLWeM pasgensemMble U UCNOoSb3yeMble OTAENbHO)

268. MexaHW4ecKknn npecc ABONHOIo AeUCTBUA

269. LlnoHka (BcTaBKka) Mexay XBOCTOBUKOM W AepXaTenem wramna,
obecneuvnBaroLLaa NpogonbHOEe coBNageHWe NofioBUHOK LWTamMna

270. LLUTamMnOBOYHbLINA YTron

271. LLUTaMnoBOUYHbLIA YKMNOH

272. TokoBka 6e3 WTaMnNoBOYHOIO YKITOHA

273. BcTaBka (MNK BbICTYN) HA NPWXUMHOM KornbUe Ang rnybokon Bbl-
TSXKKW, KOHTPOSMPYIOLWAa CKOPOCTL TEYEHUA MeTanna

274. DQOPMOBKa BbITSXKOW MPYTKOB UK TPyS ¢ NOMOLLBI0 BpaLlakoLle-
roca ¢goopmbnoka ¢ ogqHOBPEMEHHBIM M3rMOOM 3aroTOBKWM B 3a)KMMe
opmbnoka

275. Cnep (Ha NOBePXHOCTW AeTann) npu rmyOoKoi BbITHXKKe

276. MaTpuua ang riyboKoi BbITSKKM

277. Papguyc nepetsxHoro pebpa npu rinyboKon BbITSKKE

278. KonbuUo Ang riny0oKOW BbITSKKM (MW YacTb MaTpyUbl)

279. T1pOoTKKa-BbITHXKA

280. lMpepenbHaa cnocoBHOCTL K rMyOOKOW BbITSXKE

281. Bono4yunbHbIA cTaH (LenHOW) ANA NPYTKOB

282. OTNycK CTanu, 3akasnka ¢ nocrnegyroLwmm OTNYCKOM, MCKYCCTBEH-
HOe cTapeHue

283. Cmaska gna rryboKon BbITSKKK

284. BbITsSKKa (MPOTSXKKa)

285. (1) [nybokas BbITSXKKA, MOBTOPHAA BbITSXKA, BOMNOYEHUE,;
(2) BbITSXKKa NTUCTOBOrO Matepuana; (3) BbITAXKKa-KOBKa, (4) BonoYe-
HWe NpyTka

286. ObopygoBaHWe ANg pesky ¢ NPUBOLOM HOXEN

287. OObeMHad WTaMnoBKa Ha MOroTax

288. JlucToBada WTamMnoBKa Ha nagarowmnx Monotax

289. [llagatowini monoT

290. Bono4eHwe npyTKa co cMasKomn

291. KOBKOCTb, NMAacTUYHOCTb

292. [lpoknagka Mexgy nyaHCOHOM W HarpeToWl 3aroTOBKOW NpW Bbl-
LaBfvBaHUK

293. OcTaHoBKa (BbICTON) npecca (YacTb xoaa)

294, HepaspywalolWWi KOHTpOMNb WTamMna MNPOHUKAKLWUMKU Kpacu-
Tenamu

295. ®ecToHoobpasoBaHWe (Mpy rMyOoKO BbITAXKE)

296. 3JKCUEHTPUKOBbLIA MEXaHW3M

297. OKCUEHTPUKOBBLIA Npecc

298. O3SKCUEHTpUK
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299. KpaeBad gucnokauns

300. PopmyeMocTb Ha pebpe — cnocobHOCTbL MaTtepuana ConpoTUB-
narteca 06pas3oBaHUIO LENKW UMW TPELWMHBbI Ha Kpak MmaTepuana
(oTBEPCTUA)

301. HabopHou 1 nogkaTHOW pPy4bin

302. (1) 3arub KpOMKW, YMeHblUeHWe paguyca draHua npu fMcToBon
lwtamnoBke; (2) bokoBoe obxatue, pebpoBblid Npoxoa (Npu npokaT-
Ke); (3) nepexxMMHas 1 nogkatHaa onepayms (0bbeMHasa WTaMnoBKa)

303. 3ddekTnBHOE HaNpAXKeHUe (MHTEHCUBHOCTb HaNPaXKeHUN)

304. TpepnenbHbIn KOBROMULNEHT BbITAXKKA

305. KoagpdunymeHT nonesHoro gencrensa (obopynoBaHus)

306. BblTankuBaTens

307. ¥Ynpyraa gegopmaymd

308. T[lpepen ynpyroctu

309. ¥Ynpyroctb

310. YaenbHas anekTponpoBOAHOCTL

311. MarHutoMmnynbcHag WTaMnNoBKa

312. 3nekTpollnakoBbIA Nepennas

313. YanuHeHue

314. Ltamn gng rogppupoBaHusa (NonyvyeHUs BblLUTaMMNOBOK)

315. BblgasnueaHue penbeda, roppupoBaHne

316. XpynkocTtb

317. TlloTepu maTepuana npu obpeske KpaTHOW 3aroToBKU

318. Cpok cnyx0bbl, npeaen ycranocTu

319. KoBo4yHOe 00opyaoBaHWE C KOHTPONMUPYEMbIM OO BLEMOM SHEPTUN,
nepefaBaeMblM 3aroTOBKE

320. SHepreTUdeckuin K. n. 4. KOBOYHOro obopynosaHns

321. YcnoBHOe HanpsaXXeHue

322. OTHocuTenbHag (ycnoBHasa) gedopmMayung casura

323. [Hedopmupyrollas (BTopas) 30Ha B punbepe And BoNoYeHUd

324. PaBHOOCHasd CTPYKTYpa 3epHa

325. WHTEHCUMBHOCTb NnacTU4eckown gedgopmMarmn

326. WHTEHCWMBHOCTbL NNacTUYECKUX HaNPSXeHNN

327. WcnblTaHue SpuxceHa — BAaBNUBAHWE KOHWUYECKOro Unu cge-
PUYECKOTO UHCTPYMEHTa U naMmepeHune rmyobuHbl npn obpa3oBaHnin
TPEeLWMH

328. Ba3pblBHasa WTaMnoBKa

329. T[lpoTMBO3aAUpPHbLIE CMa3KkK (BblAEpXKWBaAKOLLME BbICOKME AaBMNEHUS)

330. 3aroTtoBKa Ans BblgaBrMBAHUS

331. [HedeKkTbl BbigaBnneBaHua

332. (1) Onepauna BblgasBnueaHuA, (2) Npodunb, MNOMyYeHHbIW Bbl-
LaBnMBaHWEM

333. TlonocTtb, gedekT B cepefuHe BblgaBnMBaeMoro npogpuna Ha
KOHEYHOW CTaZuKn NpPeccoBaHuns

334. KoathdpnUMEHT BbldaBNMBaHUA — OTHOLWEHWE Nowanmn 3aroToBku
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K nrnowagn nonyyaemoro npodung

335. 3aroTtoBKa Ans BblgaBrMBAHUS

336. BblgaBnvBaHuWe, NpeccoBaHne

337. OtbopToBKa

338. HasHa4eHWe npunycka Ha mexaHudeckyr obpaboTky

339. Tllpouecc pasBUTUA TPELIUHbI

340. YcTtanocTtb

341. BeblcTyn, 3ayceHel

342. Pepput

343. JlokanbHoe HanpsXeHWe B BOSIOKHaX (BrieMeHTa KOHCTPYKUMK),
NpUYnHa M3rndaroLmnx Harpysok

344. BonokHo

345. (1) ConpsXeHWe NOBEPXHOCTEW (BHYTPEHHUX), (2) BHYTPEHHWUN
paguyc ConpaeHus

346. KoahdpUUMEHT TENNOBOW KOHBEKLUWU

347. [paHW4YHOE yCrOBWE MpU TEMNTOBOW KOHBEKLMK

348. Tou4Hasqa BbipyOKa

349. Tpunyck Ha MexaHn4Yecky obpaboTky

350. OkoH4aTenbHas KOBKa

351. YpaneHwe obnogq

352. (1) LepoxoBaToCTb NOBEPXHOCTH; (2) LLEPOXOBATOCTL NOCME Me-
XaHu4yeckon obpaboTky; (3) oKoHYaTenbHaa wWTamnoBka, (4) no-
BEPXHOCTb MpokaTa, He Tpebywwada LoNonHUTENbHOW 0OpaboTKu;
(5) yaansgembln C NOKOBKU MaTepuarn

353. OKoHYaTenbHbLINA pyyen

354. |Utamn anga okoH4YaTenbHOM LUTaMNoOBKK

355. TemnepaTypa OkOHYaHUA oOpaboTKu

356. [locnepoBaTtenbHaa obpaboTka MOKOBKM B TpeX WMHCTPYMEHTaX,
YCTAHOBIEHHbIX Ha O4HOW MalUWHe NpW OQHOKPaTHOM Harpese

357. TpeluHbl, gedeKT npeccoBaHUA

358. «Pblbui XBOCT», yaanaeMblil 3NULEK MaTepuana npu KoBke

359. KpuTepui nerkoct cOopkn gaHHOW geTanu

360. [pouecc 3agaHus (orpaHudeHuns) Ynucna creneHein ceoboabl

361. TpelWHbl OT BHYTPEHHUX HANPaXeHWA NPpW OCTbIBaHUN

362. [1oBEpPXHOCTHOE YNPOYHEHWE PEPPUTHLIX CNMaBOB NpPU Harpe-
BaHWU

363. [lpaBka NokanbHbIM HarpeBoM

364. dnaHey

365. [lonydeHne KPOMKMK, doriaHua NMMCTOBOrO MaTtepuana

366. PasBanbLoBKa, packaTbiBaHUE

367. Octartok obnos

368. MocTuK B WUTamne

369. JlMHMA pasbeMa WTamna, cneg ot o604

370. Ob6nonHasa KaHaBka

371. Obnown
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372. Tlnockasa npokaTka

373. KoBka

374. LUtamn gng BbipaBHUBad, NpaBku KPOMKW JTMCTOBOro MaTepunana

375. BblpaBHUBaHWE, pPUXTOBKA, NpaBKa

376. T[1NOCKWUA MHCTPYMEHT ANA NpaBKu

377. TloABWXHbIA POMUK B PONMKOBOW NpaBUbHOW MallUHe

378. [lpaBKa Ha PONMMKOBOW MaLLUUHE

379. TlMnaBawowmi WTamn (NOLBWXHO 3aKpenneHHbIn Unn Ha gemMndu-
pylowen nogyLke)

380. Onpaska Ansa BblgaBnueaHng Tpyo

381. Tlnowagb, 3aHnMMaemasa obopyaoBaHUEM

382. LUTtamnoBKka B WTamMne ¢ CUMMETPUYHBIMW NOFOBUHKaMW, NO3BO-
NAKWUMKW KaHTOBaTb MOKOBKY

383. Kpueaga HanpsxeHWd — gedopmMaymn

384. (1) JIMHWMK TeKCTypbl, (2) NMHUK TeYeHUa MeTanna

385. YepTrex NUHUIA TeueHnd

386. CoOOTHOWeEHNA HanpsaXKeHUd — gedopmanymn

387. HanpseHWe TeKkyyecTu

388. TpelwuHa, gedeKkT WTamMnoBKX

389. lvgpowTamMnoBKka

390. lmgpowTamnoBka

391. T'mgponpeccoBaHue

392. Onpaeka NpoKaTHOro cTaHa

393. MawwuHa gnsg npoAofibHOW pe3ku

394. donbra

395. 3akaT (gedekT)

396. LUtamn nocriegoBaTenbHOro AeNcTBUS

397. Tlnowagka KOHTaKTa MHCTPYMEHTa U 3aroTOBKK

398. KoBKoCTb

399. KoBaHHas 3arotoBka

400. KoBoOYHble WITaMnMbl

401. [donyck Ha OKOH4YaTenbHY (YMCTOBYHO) 0BpalboTKy

402. [opu3oHTanbLHO-KOBOYHAA MallWHA, BblCaQO4HbIN Npecc

403. 3epkano maTtpuubl

404. Ka4yeCTBO NOKOBKMU

405. KoBouHbLle BanbLUpbl

406. 3aroToBKa A4 KOBKK

407. [dedopmaumm KOBKU (OCTATOUHbLIE)

408. HanpsXeHna KOBKM (OCTaTOYHbIE)

409. (1) Npouecc KOBKK, LUTaMMNOBKK; (2) NPOAYKT KOBKW, LUTAMMNOBKK

410. PopmbIoK

411. LTamn ana ¢oopMOBKM NUCTOBOrO MaTepuana

412. PopMoOBKa NpoKaTKON

413. KoOBKOCTb

414. MacTep-wTamn, WwabnoH, konup
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415. PaCOHHbLIA LWTaMn, WTaMn ANA BblAaBNUMBaHWA penbedha, noa-
KnagHoW wWwtamn

416. (1) Quarpamma npegenbHbiX BO3MOXHOCTEN obpaboTky; (2) TecT
Ha npedenbHble BO3SMOXHOCTU BbITAMKK

417. (1) PopmoBKa; (2) hopMonaMeHeHNe Be3 U3MEHEHUS nonepey-
HOro ceyeHus

418. [lpaAmoe BblgaBnMBaHue

419. PyHOaMeHT, OCHOBaHWE KY3HEYHO-LLUTaMMNOBOYHOIO 060pYyA0BaHNA

420. YeTblpexBankoBbIA NPOKATHbLIA CTaH

421. [lpeaen NPOYHOCTU NPU PacTAXEHNN

422. HanpsXeHne npu paspyLeHnm

423. KcnbITaHWA Ha paspylleHue

424 Pawma (npecca)

425. KoBKa

426. Xopowasa obpabaTbiBaeMOCTb pe3aHneM

427. MeTto[ BepXHeW OLEHKM

428. PacnpefgeneHve HopmarbHOro gaBreHWA MO KOHTaKTHOW nno-
Lwagke

429. KoapPuUUUEHT TpeHus

430. TpeHue

431. MeToq BepXHeW OLEHKM

432. T1pOTKHOW pyyen

433. T1poTaKKa NpU KOBKe

434. (1) Kanubp, copTameHT, TonuwuHa (NUCTOBOro MeTanna), aua-
MeTp (NPOBOJNIOKN UNU BUHTA); (2) cpeacTBa U3MEPEHUIA, KOHTPOIb-
HO-U3MePUTENbHBLIA NpUoop

435. [lpecc ¢ KOHCOSIbHOW pamMoW

436. JIMTHUK, yrnybneHue, coeguHaKLLIEE PyYbX

437. [lloakaTHasa (HabopHas) onepaund

438. [logknagHon WTamn

439. KnWHOBble LUMNOHKKU, KNUH, NPWXUMHOW KMWUH

440. [lonykpyrnoe gonoTo

441. OpuWeHTUpOBaHHaA MaKpOCTPYKTYpa, OpUeHTauMa 3epHa

442. MexsepeHHoe pacTpeckuBaHue

443. Pa3mep 3epHa

444 3epHo

445. [lagatownii MonoT

446. HecnedeHHas npeccoBka, cblipel

447 (1) CnocobHOCTb NPeCcCOBKM NOALEPKUBATL CBOK (POPMY U pas-
Mepbl 40 cneYyeHuns; (2) NPOYHOCTb NPECCOBKU

448. HecneyeHHbIN

449, LLUnundgoBaHue

450. 3aKMMHOW WTamn

451. LUTamnoBKa anacTUYHOW cpenoun

452. HanpaengwwmMe BTYNKW 4NA WTUPTOB, CNyXallux ana ycTaHoB-
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KM NyaHCOHAa OTHOCUTENbHO MaTpULUbl

453.

|_|_|TI/IqDTbI B WTamnoBom 6rioke ans 3aKpennerna nyaHcoHa OTHO-

CUTENTbHO MATpPULbl

454,
455.
456.
457.
458.
459.
460.
461.
462.
463.
464.
465.
466.
467.
468.
469.
470.
471.
472.
473.
474,
475.
476.
477.
478.
479.
480.
481.
482.
483.
484.
485.
486.
487.
488.
489.
490.
491.
492.
493.
494,
495.

Hanpasngawowad

ObnorHada kaHaBKa

KoBKa Ha MonoTax

[pecc ¢ KOHTPONMMPYEMOW BHEPIMEN (KaK ¥ MonoTa)
MornoT

JIncToBaga WTaMnoBKa Ha MoMoTax
Py4Has KoBka

PydJHas npaBka

TakenaxHble OTBEPCTUS

3ab0ouWHbI, BMATUHBI, LapanuHbl
3aKkannBaemMocCTb

YNpoyHeHWe

OTpyOHoM TOMNOP

OnpefeneHne TBepgoCTH

TBephocTb

JInHun XapTtHuaHa, nuHun Jlrogepca
BblcagoyHaa malluHa

Bbicanka

3arpyska nepnogunyeckon nedu
TemnepaTypHOe pacTpecknBaHWe Wramna
[MnaBKa — KOJIMYECTBO MeTarna, NofyYeHHoe 3a OfHy BbINnaBKy
TepmoobpaboTka

[MaTHa nobexanocTn oT HarpeBa

Hw»XHWIA 6ok, nnuTa, BKNaablw NATbI
Py4HOU MonoT

[mbka Ha 180 rpagycos
BbICOKOBHEpPreTMyeckas KoBKa-LLUTamMnoBKa
BbICOKOCKOPOCTHas KOBKa-LLUTamMNoBKa
BbICOKOCKOPOCTHbIE MOSOThI, Npecchl
[NpoAYKT, NONy4YeHHbIN onepauneit KOBKU
Yaepxusarwada nnactTuHa (NeHTONPOTAXKHbIA MEXaHU3M)
OTbopTOBKa OTBEPCTUS

OAHOPOAHLIN

[[OMOreHn3npoBaHne

fomMonornyHasa Temneparypa

MN30TpOonHbIW 3M1acTUYHLIA MaTepuar
3akoH ['yka

lopsayaa OM/[

OnepaTuUBHbIA HepaspyLlaoWMd KOHTPOMb ropayYyei KOBKA
MN3ocTaTtuyeckasa ropadag OM[,
KpaCHOTOMKOCTb

['opgyad KoBKa
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496.
497.
498.
499.

[opayag obpeska (06104)

[[opsaqaa ocagka

['opayaa OM/

McnbiTaHne Ha KOBKOCTb KpydeHMeM Kpyrnoro obpasya npu pas-

JIMMHBEX TEMNEPATYPax

500.

PeXnM «MNeCoYHbIX YacoB» — Cnocob NHTErpHUpPoBaHMA No Bpeme-

HW MaTpULbl 2KECTKOCTHU

201.
902,
203.
204.
905.
206.
507,
508.
2009.
910.
911,
212,
913,
214,
215.

KoBka AByTaBpoB

Ctynuua

BbinpeccoBbiBaHWe HernyboKux BbILUTaMMOBOK B MaTpuLe
MonoT ¢ rmapaBfiMyeckumM NpUBOAOM NogbeMa nagatoen Mmacchol
TopMO3 rnapaBnnyeckoro npecca

'maponpecc

[napaBnnyeckne HOXXHULbI

[MapaBnnYecKnii TOPMO3 MEXaHWYECKOro npecca

[Npecc ¢ rmapoopMOBKON

[TpeccoBaHUe XUAKOCTbHO

['napocTatuyeckoe gaBneHne (HanpaXXeHue)

mgpocTaTtuyeckoe BblaBrMBaHne

MAaeannsnpoBaHHasa KpuBaga HanpsykeHus — gedopmanim
YOapHoe npeccoBaHune

HedekTbl M3MeHeHUa TOMLWMWHLI B JIACTOBOM MaTepuane nocne

rMyGOKOWN BbITSKKM

216.
217.
918.
219.
920.
921,

YaapHada npoYyHOCTb

cnbiTaHne Ha yaapHYH BA3KOCTb

Ob6beMHag WTamMnoBKa B pyybe

Pydyen wrtamna

HemeTannuyeckne BKIHOYEHNA

[MpupaleHne WUHTEHCUBHOCTU AedhopMalMi — KOopeHb KBagpar-

HbIl U3 BTOPOro MHBapWaHTa AeBmnaTopa agedopMalinii

922,
923.
924,
925.
926.
927,
928.
929.
230.
931,
232.
933.
934,
235.
936.

ObpaTHOe BblgaBNMBaHWe
MHAYKUMOHHOE 3aKanuBaHue

CnnTOK, YyLliKa

HayanbHoe Hanpsa)keHue

HavanbHasa Temneparypa

LLITamnoBas BCTaBka (LUTamnm)
LLITamnoBas BCTaBKa

Onepayunsa KoHTPonS

[MnacTMYHOCTL MaTepuana
MHBapWaHTbl HaNPAXXeHHOro COCTOSHUA
(1) BolirmakmMBaHue; (2) BbIrnaxXusaHne TpybuaTblX 3aroToBOK
N3ocTaTnyeckaa OM/
N3oTepMUYECKUIA OTXKUT
3oTepmuueckasa KoBKa
N3oTepMuyeckui
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537. WM30TpOnHbIN

538. WcnbiTaHue Ha ygapHyH BA3KOCTL

539. [epmeTuUsalyMs aKTUBHbLIX METaNMoB B MeTannnyeckmx obonou-
Kax (4118 ropayeir obpaboTku)

540. MHoroyrnosas rubka

541. WcnblTaHWe Ha YNPOYHAEMOCTb

542. KnWH KpenneHus wramna

543. PackucneHHas cTanb

544. KuHeMaTU4yeCKMA MeTohd (OCHOBaHHbIA Ha MeToL4e BepXHeW
OLIEHKM)

545. KuHemMaTnyeckn OonycTUMOoe nepemMelleHne

546. OB6XUM (poTalUMOHHAsA KOBKa)

547. BblTankuearternb

548. OTMeTKa OT BbITanKMBaTeNd Ha NOKOBKE

549. BblTankuBaTens

550. LapHunpHO-kONeH4YaTLIA Npecc

551. Yronok

552. Tlpodunb € yrrnom B ceYeHun, oTnmnyHbIM oT 90°

553. Happeska

554. 3akaT, nneHa, cknagka

555. JlasepHbIn packpon

556. BboKoBoe BblgaBnMBaHUe

557. CraumoHapHbli bapabaH BONOYUNBHOIO cTaHa

558. KoHTpornbHbIWM 0Opasel MeTanna wramna

559. (1) YepTexx nekana AN9 W3rOTOBMEHWA TrpaBlOpbl WTaMNa,
(2) onepauns KOHTPONS ONpeAensoLWmnX PpasmMepoB NOKOBKK (LUTamMna)

560. CBWHUOBbIW KOHTPOMb — KOMUPOBaHUE pyybs 3anMBKOW pacnnab-
NEHHbIM METarnoMm

561. JIMHUKM Ha NNCTOBOM MeTarsie nonepek HanpasneHna PONMKOBOW
npaBku

562. [lpaBka, pUXTOBKa

563. BbITankuearternb

564. AHanu3 ¢ UCNoNb3OBaHWEM 3KCTPeMaribHOro npuHUMna BUPTY-
arbHbIX NepeMeLleHniA

565. [lpepenbHbIi KOSPMULNEHT BbITAXKKA

566. JIMHenHo-ynpyrnin matepuan

567. Bxknagbiwu

568. Harpyska

569. (1) [llpoueccop, 3agawWwuid Harpysky (B CAE-npunoxeHWax);
(2) Habop napameTpPOB, 3afatoLWnX Harpy»xeHne

570. PacnpeaeneHHble MeXaHU4YeCKUe Harpysku

571. JlokanuaoBaHHOe LWehkoobpaszoBaHue

572. 3amok wramna

573. LUTamnbl, B KOTOPbIX NOBEPXHOCTb COMPUKOCHOBEHUA MOMOBUHOK
He NEXWUT B O4HOW MIOCKOCTH
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574.
979.
576.
o977,
o78.
979,
280.
281.
982,
283.
284.
985.
286.
987,
588.
289.
990.
991,
292,
993.
294,
295.
996.
297.
298.
999,
600.
601.
602.
603.

Obpasey ANg UCMbITAaHWMIA U3 NPoKaTaHHOro NIMCTOBOMO MaTepuana
HanpasneHue, napannenoHoe HanpaseHno 0BpaboTKN NOKOBKM
[MoTepyn MaTtepuana

Harpysku, Bbi3biBatoLWKWe ynpyryto gedopmMauunto

HuKHA9 nonoBMHKa WTamna

OCTaTKn neperopeBLlUero CMa3oyHoro MaTepuana

Cmaska

JInHun NMogepca

HyBCTBUTENBHOCTb K CKOPOCTU dedhopmMauinm
[(OpPU3OHTarbHO-BbiCaQOYHaA MallnHa

[Mpunyck Ha MexaHn4Yeckyto obpaboTky

KOHTpOrb KayecTBa ropa4yekoBaHHOM 3aroToBKM

MakpocTpyKkTypa

MeToa MarHUTHOW AedeKTOCKONUK

MeToa MarHUTHOW AedeKTOCKONUK

KoBKoOCTb

KoBKWUI

PackaTka Ha onpaBke

OnpaBka

MaHunynaTop

[MNpokaTka 6eclloBHbIX TPYD Ha onpaBke

BbITAXKa anacTUYHBIMK cpefamu

3akarnka Ha MapTEeHCUT

MapTeHcuT

MaccoBad NNoTHOCTb

LLITamnoBbIA 610K

KOHTpOnbHbIA Kanubp; aTanoHHbIR Kannbp, MacTep-MoLerns
CoBnageHne NoNOBUHOK WTaMna

CoBnagatowme rpaHu NofOBUHOK WTaMna

HasHa4vyeHne WTamMnoBOYHbLIX YrMoB ¢ obecnedveHUemM coBnage-

HWA NONOBUHOK WWTamMMNa

604.
605.
606.
607.
608.
609.
610.
611.
612.
613.
614.
615.
616.

MaTtemaTnyeckasd Mogens Matepuana

[peccoBbli TOPMO3

MexaHu4ecKkuin npecc

MexaHun4eckue cBoCTBa

Hdedopmaymns Kpuctanna no Metoay 4BOWHUKOBaHWA
MexaHn4yecKkU BbicagouHbIW Npecc

MexaHunueckasa obpaboTka

Pa3pblB, HapyLUeHWe HENPEPLIBHOCTU MeTarna
OBpaboTka MeTannoB gaBneHUem

MuKpoCTpyKTYpa

[pokaT

OkanuHa nocne ropgayen OM/

(1) MeTtannypruiyeckuii kKombuHaT; (2) npokaTHbIA cTaH; (3) npo-

KaTHbIA cTaH; (4) dpesa; (5) MenbHUUA
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617.
618.
619.
620.
621.
622.
623.
624.
625.
626.
627.
628.
629.

MuHWCcTaH

MuHWManeHbln paguyc rnda

HecoBnageHne NonoBUHOK LWUTaMna

Konup, wabnoH

Mogynbe ynpyroctu, E

MOHOTOHHaA KpuBasa 3aBUCMMOCTU fedopmMalid OT HaNnpSXeHUa
[MoaBwKHadA onpaBKka ANa BONoveHUs Tpyb

KpaTHas 3aroTtoBka

LLITamn 4ng nonyyYeHna HECKONbKUX AeTanen O4HOBPEMEHHO
MHOrono3nyMOHHLIA Npecc

EcTeCTBEHHbIN YKIOH, KOHYCHOCTbL NMOKOBKMU

ToYyHaqa WramMnoBkKa

(1) LWenkoobpasoBaHune, (2) cyXeHue YacTu UWinHOPUYECKOW

MNK TPyBYaTON 3aroToBKM

630. OTpuUaTenbHOe HanpaXeHwe (dedopmaung)

631. BbiceyHada onepauuns

632. A30TUpOBaHuKe

633. [lokoBKa 0e3 LTaMNOBOYHbIX YKITOHOB

634. >Xenes3o co cBoOOAHLIM rpauUToM B popme LapoB

635. HedgeppuTHble MeTannbl

636. HesanonHeHWe pydbs

637. [1nacTU4Hag aHM30TPOMNKUS

638. HopmanbHOe Hanpa)KeHue

639. Hopmanusayma

640. OkoBka

641. YyBCTBUTENbHOCTbL K Hagpeay

642. YpapHada BA3KOCTb

643. [lpouecc HaHeCeHUa Ha NMMCTOBOW MaTepuan Hagcedek, Nasos

644. Kpomka 6e3 sayceHuUeB, nonyyaemasa npu npokaTke

645. [lokasatenb gedopMaLMOHHOIO YNpoYHEHUS

646. Bbixo[ 3a 3afjaHHYyH pasMepPHY TOYHOCTb

647. OTxopgbl MaTepuana

648. Onepauns rubru

649. YCcnoBHbIW Npefen TeKy4ecTn

650. [dedopmauund, KOTOpPOW COOTBETCTBYET YCIMOBHLIA Npeaen Te-
Ky4yecTu

651. HaHeceHWe 3alUTHbIX NOKPLITUNA

652. [14THO OT HEMNOSHO CropeBLUEN CMa3KK

653. WcnbITaHWe Ha NNacTUYHOCTL NPU MYyOOKOW BbITSXKE

654. OpgHomepHoe hopMUpoBaHUe

655. KoBO4Hble BONKK

©656. KoBka

657. OnTU4eckUh NUPOMETP

658. AnenbcuHOBas Kopka (4edeKT NMCTOBOro Mmatepuana)

659. OpbuTanbHaga KoBKa
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660. PopmMosagaroWmii npouecc

661. ['MbKa c KoMneHcaunern yrna npyxuHeHns

662. [lepeTpaBKka

663. [leperpeTbli MeTann

664. [leperpes

665. [lpokaTka nakeTamu

666. [lpoknaaka (nepepawllas yaepxuBawllee aBfieHUe Ha 3aro-
TOBKY) onopa; onopHasa nnowazka, HaxXumMHasa nogyLlika, HaXKMMHOM
cyXapb

667. KoBka ¢ nony4veHnem rpyboir hopmbl (LUNaKoBas nenewka)

668. YacTudHo ynpyroe Teno

669. (1) ['NOCKOCTb pasbema WTamMna; (2) NMHUE pasbemMa WTamMna

670. NNOCKOCTb pa3bema WTamna

671. (1) OtTpeska, oTheneHWe (onepauna IUCTOBOW LITaMMNOBKN)
(2) TMHWE pa3beMa WTamna

672. (1) MNpoxod; (2) kannbp, pyyen (NpoKaTHOro Banka)

673. [laTeHTUpoBaHWe (3aKkanka B CBUHLOBOW BaHHE)

674. [lepnut

675. [Npouecc NMCTOBOW LUTAMNOBKN 064YBKOW LUApUKaMU

676. [lepdopayund

677. OcTaTouHbIN Nporné

678. dasa

679. Pusnyeckne cBOUCTBA

680. [lpoTpaBnuBaHWe, TpaBneHWe, AeKanMpoBaHue

681. YacTuubl OKCMAUPOBAHHOIO MeTanna, NPUNUMILNeE K NpokaTy

682. [IpobuBKa B packaTke Koneu

683. (1) Npobueka B NIMCTOBOW LUTAMMOBKE; (2) NpoLlunBKa

684. [1MNUrPUMOBLIKA NPOKATHbLIW CTaH

685. [1MNUrpUMoBbIK NpoKaTHBIW NpoLuecc

686. JloButenb

687. Obpeska 0b6OMOYKOBON AeTanun No KPOMKe MyaHCoHa

688. Ycago4yHasa pakoBMHa

689. [loBepxXHOCTHas paKoBMHA, BblEMKa

690. BwuA NOKOBKWU CBEPXY

691. Tnockuin

692. [1nockad gedpopmayms

693. [1nockoe HanpsaxeHue

694. [1NoCKOCTb pasbema

695. WcnbiTaHWe Ha cXaTue NUCTOBOro MaTtepuana npu niiockom ae-
POPMUPOBAHHOM COCTOAHWNA

696. WcnbiTaHne unnuHapudeckoro obpasya Ha cxaTtue napannenbHo
OCW NpW NSIOCKOM AePOpMUPOBAHHOM COCTOAHUM

697. lcnblTaHWe NMUCTOBOrO MaTepuana npyv NnockoM AedopMUpo-
BaHHOM COCTOSIHUW Ha pacTsXeHue

698. BbirnaxuBaHue, pUXToBKa
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699. [1nactuyeckaa gedpopmMupoBaHue

700. TInacTtuyeckoe TeveHune

/701. TlnacTuyeckaq gedopmauus

/02. TInacTU4yHOCTb

703. KoadhdpunUMEHT aHM3OTPOMUK NUCTOBOIO MaTepuana

/704. TlnuTta, nnacTuHa, NON3yH npecca

705. TMonHaa macca ogHoBpeMeHHO obpabaTbiBaeMoro gasneHUeEM
MeTanna

706. (1, 2, 3) Onpaeka;, (4) HaMmeTKa nog NPOLUMBKY, (5) HU3 WTamna

707. Baxeart, knewm

708. OOXMM KOHUA UMNWHAPUYECKOW 3aroTOBKK

709. KoathdpunuymeHt lNyaccoHa

710. TloaroToBUTenbHada onepauns yganeHua NOBEPXHOCTHbLIX Ae-
hekToB

711. TlonunpoBKa

712. MaTpuuya ana BbigasnnBaHUA U3LenNUA ¢ OTBEPCTUEM

713. TlonoxuteneHoe HanpsxeHue (gedopmayung)

714. Bpawatwminca bapabaH BONOYUNBHOIO cTaHa

715. TlopolukoBas KoBKa

716. TlopoLUKOBble MeTaMbI

717. MonoT BOWHOro AeUCTBUSA

718. [ducnepcunoHHoe TBepaeHue

/19. ToyHaqa WTaMnoBKa

720. (1) MNMpeaBaputensHasa onepaymsa oObeMHON WTAMNOBKK; (2) Bpu-

KeT; (3) 3arotoBka

721. TlpepBapuUTenbHbIM HarpeB C BbIAEPXKKOW B NeYUn

722. Pacxoabl TIM1

723. [TlyaHCOH gnsa packaTku koneuy

724. JINCTOWTaMMNOBOYHbLIA Npecc, KPOMKOMMBOUHbIA Npece

725. HOMWHanbHOE ycunwve npecca

726. XapakTepUcTUKn npecca

/27. HanpaeBneHwe LBWKeHWd WTamna

728. OM[ Ha npeccax

729. JlncTtoBag WTaMNoBKa-poOpPMOBKa

730. Ycunue npecca

731. TlonsyH npecca

732. Tlpecc

733. Teephad npoknagka B LUTAMNOBOM DnokKe

734. OxnaXgeHwe 3aroTOBKW BO BPEMS NepeMelleHns OT Meuyn B pa-
BouyHo 30HY

735. TlepBuYHbIE NPOLECCHI

/36. [MnaBHada ocb

/37. [nMaBHada NNOCKoCTb

738. [NaBHble HAaNPsXeHNd

739. 3HauyeHWd TeH30pa HanpaXeHUK
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740. OTxur

741. TlpodunbHbIA NPOKaT Konelwl

/42, Llar wramMnoBKu

743. LUtamn nocrnefoBaTenbHOro AencTeud

744. [NocnepoBaTenbHasa WTAMMNOBKA

745. TpobHaga Harpyska

746. HanpsikeHue npu UcnbiTaHuM obpasya Ha npefenbHble Harpysku

747. Konua, wabnoH paboyero pyybs

748. Tlpepen nponopUnMoHanbHOCTK

749. ObpasoBaHKe rodpa (Npu BbITSXKE)

750. ObopynoBaHWe ANS pe3Kku NUCTOBOro MeTarnna ¢ HenoaBMXHbIMA
ne3BnaMun

751. (1) MyaHcoH; (2) onepayms NnpobruBKM

752. (1) MNMpobuBka B NMUCTOBOW LITaAMMOBKE, (2) onepaund KOBKM
npobueka

753. CuncTema KpenneHus wramna B npecce

754. TlpolnToe OTBEPCTUE

755. [Hedopmauna caeura

756. TonkaTtenbHada neYvb HENPEpPLIBHOIO 4ENUCTBUS

/57. [onycTUMble OTKITOHEHUSA NapaMeTpPoB, COrfacoBaHHble ¢ 3aKas-
UMKOM

758. KBasucTartudeckas KpuBad 3aBUCMMOCTU pedopmMauyii OT Ha-
NpaXKeHWs

759. 3akanka; sakanumBaHue

760. BbITaXxKa ¢ noggasnnueaHuem Topua

761. PaguanbHad KoBKa (poTalUMOHHbIA 0BXMM)

/62. [NaBHbIA BanoK B NPOKaTHOM CTaHe

/63. Cwuvna, npyknagbliBaemMagq K onpaBke BO BpPeMS NpoKaTKK Koney,

764. MeTannonpokaTHbIA CTaH An4 NpoKaTKn BeclloBHbIX Konel

765. Papuyc 3akpyrneHus

/66. [lonsyH npecca, najgarwlwag YyacTb MonoTa

/67. MoWHOCTb, NepefaBaemMaa MNOM3YHOM Mpecca UMK nagaroei
YacTblo MonoTa

/68. [HedeKkTbl U3MEHEHUA TOMLWWHbI B TUCTOBOM MaTtepuane nocne
rMyOOKOW BbITSXKN

/69. BoccTaHoBneHune

770. Pekpuctannusayug

771. TloBTOpHasA BbITAXKKa

772. PepyunpoBaHue

/73. BoccTaHOBUTeNbHag atMocepa

774. OTHOCUTENBLHOE CY)XEeHue

775. KoahdpnumeHT aeopmalnm npu NpeccoBaHum

776. (1) KoahPUUMEHT BbITAKKN; (2) KOIPPULMEHT yKOBa

777. KoadhdpunumMeHT noTepb NnacTUYeckon gedpopmaymm

778. WN3bbiTouHag paboTta
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779,

Temnepatypa pekpucTanimsayum

780. YnbTpasBykoBoW AedeKTOCKON

781. XaponpoyHble cnnaebl

/82. OrHeynopHbln MaTepuan

783. Harpe nepeg OM[

/84. Penakcauna — W3MeHeHWe HanpsXeHWA npu NOCTOSHHOW fe-
hopmayum

785. Pa3aMblkaHue, pas3beguHeHune (Ten)

786. [onpeccoBblBaHWe bpukeTa

787. TlpokaT c HanM4Ynem NOBEPXHOCTHLIX AedeKToB

788. AnbCTUpOBaHWE NOMOBUHOK LWUTaMMNa BO Bpems pabodero xoga

789. TlpumMecK B cnnaBax

790. HeuckoueHHble NMOrPeLLIHOCTU pacyeTa CuUn npu nuHeapusalunm

HENMUHEWNHOro ypaBHEHWUE paBHOBECKUSA

791,
792,
793,
794,
795,
796,
797,
798.
799,
800.
801.
802.
803.
804.
805.
806.
807.
808.
8009.

OcTaTo4HOE Hanps)KeHne

MapknpoBKa WTamna

TemnepaTypHbIA PEXUM Harpesa npu NPoTAXKKe
HarpeB NOKOBKM B OCHACTKe

(1) MNpaeka; (2) YekaHka; (3) HarpeB MOKOBKW B OCHACTKe
ObpaTHas BbITHKKa

OTbopToBKa, priaHUeobpa3oBaHUE CKaTUEM
PeBepcrBHbIA NPOKATHLIA CTaH

KecTKoCTb, pebpo MeCTKOCTH

HKEeCTKMA MHCTPYMEHT (MOAEnNb)

McnbiTaHna Ha oxxaTtue korbla

PackaTtka konel

JInHuun PobBepTca (Jltogepca)

McnbiTaHWe TBepAOCTM No Pokeenny

[pyToOK

MbKa ponvkamm

BbipaBHMBaHWE NPOKATKOW

BanbuoBka

(1) CunoBoe BblgaBnuBaHue (C yTOHeHMeM) (2) npodpunuposa-

HUE NMMUCTOBONO MeTalmna pPOormMKkamy, I'IpOCpI/IJ'II/IpOBKa ITUCTOBOIo Me-
Tanmna Ha pOJ'II/IKOBOI?I NUCTOMMBOYHON MalLNHE

810.
811,
812.
813.
814,
815.
816.
817.
818.
819,

BblpaBHWBaHWe ponukamm

HakaTka pe3bbbl

OTKPLITBIA NPOTKHOW pyyen WTamMna

Pa3pbiBbl NpokaTta

[MpaBka (NpoKaTa) B PONIMKOBLIX NPaBUMbHbIX MalLKMHax
[MogKkaTHbIN-HAaDOPHLIN py4ei

OnpaBKka ANa pacKkaTku konewy

MeTannonpoKaTHble CTaHbl

Onopa KonbLa npu packaTke Konevy,

(1) Onepauunsa nogkaTku, Habopa; (2) NnpokaTka
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820. MonoT ¢ KaHaTHOW TArow

821. PoTaunoHHaa (opbuTanbHas) KoBKa

822. KapycenbHaga neyb

823. MalwuHa gng peskyu ponnkamu

824. PoTauWOHHbIA O00XUM

825. PoTaunoHHas KoBKa Ha onpaBKke OeCLIOBHbIX Konew, Tpyb

826. BpalueHune

827. 3arotoBKka ANA NPOTKKA, BbITHXKN

828. Obpeska 0604, KNeweBmH 1 T. M.

829. YepHoBad KNeTb NPOKATHOIO CTaHa

830. HesHa4yuTemnbHbIE NOBEPXHOCTHbLIE LlapanmnHbl

831. LUtamnoBKka anacTU4HOW cpedon

832. YKOBaHHbIA 00 pa3pbiBa BOSIOKOH MeTasn

833. [lpokaTka (packaTka) OecClIoBHbIX TPYO Ha onpaBke

834. [leckoCTpyhHas o4YUCTKA

835. Onunoska 06104

836. PakoBWHa OT OKanWHbl

837. OkanwvHa

838. YaaneHwe NoBEPXHOCTHOMO Cos (CO CruTKa)

839. 3auyncTKka NoBepXHOCTHbIX AedeKToB AN nocnegywouwen ob-
paboTKK

840. OnpepgeneHve TBEPLOCTU YA4APOM arnmMasHbIM HAaKOHEYHUKOM

841. (1) ObpasoBaHue 3a4UpPoB, 3aaupaHue; (2) yMeHbLUeHWe TOSLLM-
Hbl MaTepuarna B4ONb 3a4aHHOW NMUHWK

842. LlapanunHa

843. BwuHTOBag gucnokaumsg

844. BWHTOBOW Npecc

845. LlapanunHa, WoB, BONOCOBWHA

846. dPanblOBKa, 3aKaTKa

847. Llebl

848. HaKroH NUHWMK, NpoBeAeHHOW N3 LeHTpa K Nbon ToUKe KpUBOWH
HanpskeHUs — gedopmManm

849. BTopwuuHble npouecchl 0OpaboTKn MeTannos

850. Pa3beMHbIW WTamn

851. Cerperauu4a, nukeaums

852. Cma3ska XMOKUM CTEKITOM MNPy Bbl4aBnvBaHWK

853. [lpepBapuTenbHbIn pyven

854. Hapapes, obrnervarowmia nocrnegytowme onepaumm rubkm, npoOmuBKK

855. CtaH CeHp3nmMupa

856. Cwuna, Heobxoaumasa ana pacuenneHns AByx Ten

857. PuxtoBanbHbINA, BLIKONMOTOYHbLIW, MPaBUibHbLIA MOMOT

858. CkpyumBaHue Unu rndka ¢ KanmbpoBKOM

859. TllopgroToBka obopynoBaHUA

860. XBOCTOBMK

861. KoadhPUUNEHT CNOXHOCTU NpecCcOBaHHOMo U3genua
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862. >KecTKocTb nagenuq

863. dopmoBKa

864. Obpeska (3ayceHueB, 06no8), 3a4ncTKa

865. Casur (oedgekT)

866. (1) BblpyOHOW wTamn; (2) wWTamn Ang npeccoBaHUs LBETHbIX
MeTannos

867. Mogernb caABWIOBOrO TPeHUs, NPOMNOPLUWOHArbHOro npegeny te-
Ky4yecTu

868. Mogynb casura G

869. CwvnoBoe BblAaBnMBaHWe, BblAaBNIMBAHWE C YTOHEHUEM

870. [lpepnen Npo4YHOCTU NpPWU casure

871. KacaTenbHoOe HanpaXXeHue

872. (1) ObopynoBaHve AnNa pasfeneHna martepuana; (2) peska HOX-
HUUaMmy; (3) peska B WTamnax; (4) caBur, cpes

873. (1) Pe3ka Ha MepHble 3aroToBKM HOXHULUAMW UNK NOMKa Ha Xnag-
Honomax; (2) peska (onepaunsa NMMCTOBOW LUTAMNOBKMN)

874. JlucTtoBag WTaMnoBKa

875. Jluet

876. PerynupoBoudHas npoknazka, Npocnonka, wanbda, KrivH

877. [onycTUMble OTKITOHEHUSA NapaMeTpPoB, COrfacoBaHHble ¢ 3aKas-
UMKOM

878. balwmak, Konogka, onopHas noaywka, dyHAamMeHTHas nnura,
CTaHWHa (paboyen KneTK)

879. KopoTkuin obBpasel, Bblpe3aHHblA Nonepek HanpasneHna npokara

880. [lecko- n gpobecTpyiHasa ouncTka

881. OtbopToBKa, rMbka co cxaTueM (roppoobpasoBaHmeM)

882. YyeT ycaaku Harpetoro MeTansa npu npoeKkTUPOBaHUKN pPy4dbs
lWTamna

883. Ycapka

884. MwuHMManbHaga 3akpbiTas BelCOTa npecca

885. BokoBoe ycunue, pacnop

886. OOHOKNeTeBOW NPOKaTHbIA CTaH

887. TemnepaTypa oKpy)KarwLweWn cpebl, TeNMO0TBOA

888. WMaroToBneHWe rpaBlopbl WTaMMNoB, o6paboTka pyybes LWTaMMNOB

889. CnekaHune

890. Kanubposka

891. KanubpoBouHbIA Npoxod, Kannbp, pydyen (NpokaTHOro Barka)

892. OT1xop4, ocTaroWMncA

893. Kocad npokaTka

894. MeToa BepXHEW OLEHKN

895. Cnsab

896. VYkoBka cngba

897. PerynupoBKka paccTogHUA MexXay NOoN3yHOM M CTONOM npecca

898. T[lonsyH npecca

899. CKonbXeHue
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200.
901.
902.
903.
904.
905.
906.
907.
908.
909.
910.
911,
912.
913.
914,
915.
916.
917,
918.

JIMHWK cKONBXEeHKUA

Haapes, HagpesaHve

3ayceHel, NneHbl, "Xykn" (edeKkT NMCTOBOro NpokaTa)
LLleneBada neyb

[Npoceyka (BbIlWUTaMNOBLIBAHWE) OTBEPCTUIA

(1) Boigpa; (2) sarotoska ana OMA

Py4Has KoBka

MonoT ¢ NNockummn BONKamu, Ky3HEYHbIW MOMOT

OBanpKa NOKOBOK

YaaneHve gedeKkToB CO WTaMNOBKU

Beligepkka (B HarpeBaTenbHOW neyun ans tepmoodpaboTki)
["'oMoreHu3auus

Yrbpa3ByKkOBOW Hepa3pyLlaWMii KOHTPOMb

BepxHag nnuTa HakoBamnbHU

HAdelika KpUCTanMMYecKkon peLleTKK

OTcnanBaHue, ckaribiBaHUE MOBEPXHOCTHbLIX YacTuL MeTarnna
HecTaHgapTHBIA  LOMYCK

CheponansnpyroLLnn OTXKAT cTanu

LLitamn gnsa BblgaBfvMBaHWA C pasferieHneM Ha onpaBke W Mo-

creayrowen cBapKkoW nonoc MeTanna AaBneHUem

919.
920.
921,
922.
923.
924,
925.
926.
927,
928.
929.
930.
931.
932.
933.
934.
935.
936.
937.
938.
939.
940.
941,
942.
943.

BblgaBnvBaHne Ha TOKapHO-4aBUITbHbIX CTaHKax
PasbemHada matpuua

[MpremM NpUNOXKEHNa Harpy3ku Npu aHanuae NoatanHo
PacwmnpeHue, ylumpeHue (Npu npokKaTke)

[Npy»X1Ha

Ynpyroe nocrnegencteue

[Mopor pyyba, BblemMKa Nof, KreLweBuHy

CxaTue, caaBnuBaHue, HaxkaTue (B OTNKYKMe oT yaapa)
Hedopmauyung npy akTUBHOW Harpyske

Linkn npon3BofCTBEHHOIO NpoLecca

[poTpaBa

MapKkupoBKa

(1) lluctoBag wWamnoBka, (2) NnpoayKTel pernbedHOW LUTaMMNOBKK
KneTb

CTaHgapTHbIA 4ONYCK

HanpsaXeHHOe COCTOSAHUE B TOUKE

CocCTOodaHWE (TepMOoLUHaMNYECKOE)

CraTndyecKkui

YCTaHOBUBLLEECH COCTOAHUE

[TapoBoW MonoT

HdepeBAHHbLIA BbIPYOHOW WTaMN C METaNSTIMYECKUM NOKPbITUEM
LLlar (HarpyxeHuq)

[TosTanHoe npeccoBaHune

TpeHue npununaHus

(1) MaTpuua XeCTKOCTH, (2) KECTKOCTb
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944,
945.
946.
947,
948.
949,
950.
951.
952.
933.

CTepeonutorpadpusa

OTnevaTokK, cnejbl 06paboTKM 3aroTOBKM

3aroToBKa

Ky3aHeYHble KneLin

Ynop B WwWramne

[MpaBka ¢ YeKaHKOW, KannbpoBKOK

[MpaBOYHbIW WITaMIM

PydJHas npaBka

[lpaBKka

HedopmalyMoHHOe cTapeHue, MexaHW4ecKoe CTapeHue, cTape-

HWEe OT HakKnena

954. [edopmauung paspyleHns

955. [edopmaunoHHOE yNnpOYHEHUE

956. CkopocTb gegopmManymn

957. [Hedopmauna

958. Tllokasarenb ynpoYHeHusd

959. TllokasaTtenb CTENeHU YyNpPoYHeHUA

960. T[lokasaTenb YyBCTBUTENBHOCTU K CKOPOCTU AedopMaLlnm

961. JIMHMA Te4veHKns

962. KoHueHTpaTopbl HanpPsXeHWUA

963. CHATUE HaNPAKEHNN, OTAbIX

964. Hanps»eHue

965. Kpueaga 3aBUCUMOCTU gedopMalMil OT HanpaXeHns

966. [dwnarpamma 3aBUCUMOCTU fedopMalUi OT HaNPAKEHNA

967. [nbka ¢ pacTKeHNeM

968. OTbopTOBKA C pacTHKeHNeM

969. ObopynoBaHWe, ocHacTKa Ana opMoobpas3oBaHUs C pacTaKe-
HUeM

970. Ob6Ttaxka, dhopmoobpaszoBaHne METOAOM pacTHKeHNS

971. TlpaBka (NpokKaTa) B pacTSKHOW NPaBUNbLHON MalUUHE

972. TlpaBKka pacTaKeHUeM

973. JlnHun YepHoBa-Jltogepca

974. PacTaxeHune

975. YpapHasa NoBepxXHOCTb KOHTaKTa NONMOBMHOK WTamMna

976. T[lonoca

977. BblTankuearternb

978. (1) KneweBuWHa, (2) CbeMHUK

979. Xoa, BenuyuHa xofa

980. LUtamnoBoYHbIN Npecc

981. MaKpocTpyKTypa 3epHa

982. CmMa304HbIA coCcTaB, HAHECEHHbLIA Ha NPYTOK NPW BONOYEHUN

983. LtamnogepxaTtenb, agantep, nogknagHada nnuta

984. Tllepexopq

985. [edreKT NOKOBKK

986. BblcokonerMpoBaHHble cnnaebl
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987. CBepxnnacTUYHOCTb

988. OnopHag nnuTta

989. T[loBepxHOCTHAA HarapTOBKa

990. Ob6Xnm

991. YcKOpeHHbIW TeCT Ha npefenbHbii KOIMPULMEHT BbITAKKM

992. TaBp

993. CraH C onpaBkamu Ang npokara 6eclOBHbIX TPYO

994. «Pblbuin XBOCT» — AeeKT CPeaHUX CNOoeB NPeCcCOBaHHbIX U34enui

995. LUtamn nocrnefoBaTernbHOro AencTBusd

996. T[lpoKaTHbIW CTaH-TaHA4eM (C NocnefoBaTeSlbHbIM PaCMNONOXeHW-
EM KrneTen)

997. MHoroyrrnoad rubka no napannenbHbIM KPOMKaM

998. Mogynb ynpyroctu

999. MeTuuK 4Na HaKaTKN BHYTpeHHEW peabbbl

1000. dpeccupoBKka (Nonockl UNKM FIMCTOB) — npokaTka ¢ HebonbLNMm

KO3 IPULMEHTOM BbITAKKM

1001.

CTeneHb YNpoYyHeHus nocrne TepmoobpaGoTkM UMM XOMOAHO

aedopmayum

1002.
1003.
1004.
1005.
1006.
1007.
1008.
1008.
1010.
1011.
1012,
1013.
1014.
1015.
1016.
1017.
1018.
1019.
1020.

1021

TemnepaTypo3aBMCMMble CBONCTBA

3akarnka, oTnyck

Kannbp

BpeMeHHoe conpoTUBNeEHWE pa3pbiBy, Npegen npoYHOCTU
CBOWCTBa MaTepuana, Uamepaemble NPU PacTaKEHUN
PactarnBatollee HanpskeHne

PacTaxeHue

McnbiTaHWe Ha pacTaKeHWe ¢ pagnanbHbiM JaBneHUem
TeH3op

[MpepbiBaHne pabodero xoga

Teopusa ynpyrocTu

TepmMudeckue gegopmanmnm

TennoobMeHHble CBOWCTBa MaTepuana
TepMoMexaHuyeckas obpaboTka

TonuwmHa

OpgHoyrnosag rnbka

[Mpouecchl 06beMHON 00pPaboTKM AaBEeHNEM
PaccTosHMe OT OCU KOMeHYaToro Bana 40 OCU ero LUENKM
KpnBOLWMNHO-KONEHHbBIA Npecc

. Jonyck
1022.
1023.
1024.
1025.
1026.
1027.
1028.

KnewiesurHa

KneLin

MHCTpyMeHTanbHasa cTtarnb
Jlerkue cnefbl MU3HOCA LUTAMMOB
TexXHONOrM4YecKnii BeICTYN
KpyyeHue

Hanps»keHue npu Kpy4yeHun

109



1029.
1030.
1031.
1032.
1033.
1034.
1035.
1036.
1037.
1038.
1039.
1040.
1041.
1042,
1043.
1044,
1045.
1046.
1047.
1048.
1049.
1050.
1051.
1052.
1053.
1054.
1055.
1056.
1057,
10588.
1059.
1060.
1061.
1062.
1063.
1064.
1065.
1066.
1067.
1068.
1069.
1070.
1071.
1072.
1073.

OfLwee yonvHeHe

JloToK Ans petanen

[TPOYHOCTb, YAAPOBA3KOCTb

Cnefbl KOHTaKTa Ha antoMUHUEBLIX 3aroTOBKaX
["pynna NpokaTHbIX KNeTel Un Bankos

LLITamn nocnegoBatenbHOro 4encTemna
MNepepatowas cpepa

da3oBoe npeBpalleHne

[TocTynaTtenbHoe nepemeLleHne

HanpasneHue, nepneHanKyrnsapHoe HanpasieHnio obpaboTKku
OpaHoBpemMeHHasa obpeska-npobunBka

PexyLias Kpomka obpesHoro wramna

OB6pesHoi WwTamn

[MTyaHcoH obpesHoro wramna

ObpesHble WTamnbl

OB6pesHoit npecc

Obpeska (M3nuwka matepunana)
BbICOKONPON3BOAUTENBHBLIA MHEBMOMOMOTOK
[Mpecc AN BbITSKKA, NMOBTOPHOW BLITSXKKW 1 (dOpMOODpa3oBaHNS
HelcTBUTEeNbHOE HanpaXeHne

[MoAroTOBUTENMBHbLIA 9Tan NPOM3BOACTBA
Boligasnuneanune Tpyb Ha ToKapHO-4aBUITLHOM 0D0pyAOBaHWM
TpybyaTtag sarotoBka

[[anToBKa

"pynna HEMOABWXKHbIX POSTMKOB B MPOKAaTHOM CTaHEe
KpyyeHue

[ByxBarnkoBas KrneTb NPOKaTHOro ctaHa

Mogernb, OTTUCK pydba WTamna

N3orHyTaa goopma NOKOBKK

LLITamn gng MHOroyrroBon rubku

[Mpeden NpPoYHOCTU

YnbTpa3sByKkoBaa oedeKToCcKonus

[Nogpesbl

HesanonHeHWe pyyb4d

OAHOOCHOE pacTsKeHUe (CxaTue)

SnemMeHTapHas averka KpucTanindeckon peLleTkn
LLITamnoBka ocagkoun B Topel,

BepxHun npepen

LLITamnoBKa ocagkon, BbicaaKkow

Ocapka

BbicagodHbIW npecc

PaduHupoBaHWe (NepennasB) B BakyymMe

LLITamn Ans o4HOYrnoBoOn rmoku

Cnefbl-OTnevyaTkn Ha WTaMMnoBKe OT OTBEPCTUM B LUTaMIME
BeHTMNAUNOHHbIE OTBEPCTUA B LUTAMMNE
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1074. BupTyanbHoe nepemelleHne (cuna)

1075. BaskonnactuuHasa gedopmayms

1076. Tennaa OM[

1077. TemnepaTypHoe KopobreHune

1078. BoasHaa npotpasa

1079. Hanpasngawowme

1080. BoccTaHoBUTENbHAada aTMmocdepa

1081. Nepemblyka

1082. Bono4yeHwWe B yCNoBUAX TMAPOANHAMUYECKOTO TREHNA
1083. LUnpokunir gonyck

1084. ®opmoBka 0OKATKOW (C BbIMaXKMBaHNEM)
1085. Bono4yeHWe NpoBONOKK

1086. 3aroToBKa A4S BONIOYEHNS

1087. [poBoOnoKa

1088. [JedbopMalMOHHOE YNPOYHEHNE

1089. Pabouune BanbLUbl

1090. ObpabaTbiBAEMOCTL

1091. 3aroToBKka

1092. Ob6TaxKa

1093. ObpasoBaHne CKNagoK, MecTHas NoTeps YCTOMYMBOCTH
1094. Y dpopma NOKOBKM

1095. Ycnosue nnacTU4HOCTH

1096. [Npenen Teky4yecTu

1097. YCnoBHbLIW Npefen TeKy4ecTn

1098. HanpseHne Teky4ectn

1099. TeveHue

1100. Moaynb KOHra

1101. edekT UeHTpanbHOW YacTKh NpokaTa

1102. KoHTponk donyopecUeHTHbIMW NEHETPAHTaMK
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