
L ike making very big “mud

pies,” was how Erwin Loewy

often publicly described

die-forging. In closed die-forging, a

room temperature, or more often pre-

heated, aluminium billet is taken from

a furnace and centered over a bottom

or lower die located on the bed of the

lower platen of the press.

A second upper die is then pulled down

in a direct line over the bottom die.

Under hydraulic pressure than can

be as high as a 100 million pounds,

the aluminum billet is thus blocked or

pressed into the general shape of the

forging within the cavity between the

two halves of the die set. A second or

even third forging may be required

to bring the workpiece into final

shape, after trimming away excess

metal and reheating. The final forging

can undergo aging to assure the proper

metallurgical qualities, as well as any

final straightening or machining

required.
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Standard Nomenclature For Closed Die-Forging Presses
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Top: Standard nomenclature for closed Die-forging presses. Right: Airplane parts cast by Major. Below: The heavy press, Major


