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New Technology of Cold and Warm Combination for Forming the Car Steering Screw

QIAN Jin-hao
(Suzhou Yintao Precision Forming Co. ,Ltd. , Suzhou 215132, China)

Abstract: The car steering screw was developed by the new technology of cold and warm combination. The process is a

precision forming technology in which blanking is conducted by forging, preforming by warm forging, final forming by cold ex-

trusion. The process greatly enhances the production speed of car steering screw, material is saved by 30% ., the machining

time is saved by 70% , which gives significant economic benefits.
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Fig. 1 The steering screw precision forming part
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Fig. 2 Current production process of steering screw
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Fig.3 Hot forging, warm forging, cold forging combina-

tion of a new production process
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Fig. 4 The molds of hot forging, warm forging, cold

forging combination for a new production process
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Fig. 5 Blank softening process
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Fig. 6 The main deformation face of cold extrusion
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Fig. 7 The steering screw
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Fig. 6  Output torque of hydraulic transmission with buff-

ering device and prolonging drain-oil time
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