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A Study on the Extru-Bending Process of

the Angle Product with "7 Section

Kveng—Kock Lee

Department of Mechanical Enginecring, Graduate Schoof.

Pukvong National University

Abstract

The bending process for the ~~1° section product can be developed by the hot metal extrusion
machine with the two punches moving in the different velocity. The bending phenomenon can be
controlled by difference of velocity at the die exit section by the different velocity of billets
through the two-hole container. This paper describes extru-bending experiments with two types of the

dies. One of them is conical die with symmetry ‘A’ section die and the other one is non-symmetry ‘-

A

section die. The results of the experiment show that '/~ and section product can be bended by
the extrusion process and that the curvature of the product can be controlled by the velocity of
punch, and that the defects such as the distortion of section and the thickness change of the
product, and the folding and wrinkling of the product did not happen after the bending by the

extrusion bending machine.

Key Words : Extru-Bending Process (¢&ZE7Hg) "7 section(’ 1 ' ghH A=),

Multi-hole (CFEE A= o)1), Multi-Punches (T}z]E H X))
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Fig. 1 The Principle of extrusion process using two billets
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{(a) symmetry section

{b) non-symmetry section

Fig. 9 The curved products by Extrusion Bending Process
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Fig. 10 The photo of plasticine extru-bending machine
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(a) The Container

(b) The inlet of container (¢) The outlet of container

Fig. 12 The two-hole container with no difference of hole diameter



(a) Punch with different length

(k) Stem equipped with punches

Fig. 13 Extrusion punches with different velocity
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(a) C-type - 1

b) C-type - 2

section product
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Fig. 16 L-type of A section product
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Fig. 17 S-type of "A ' section product
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Fig. 18 The section of curved products of Straight-type
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Fig. 19 The section of curved products of S-type
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Fig. 29 C-type of "7’ section product with non-symmetry
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Fig. 32 The section of curved products with non-symmetry
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Fig. 33 The first part of Extru-bending with non-symmetry
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Fig. 34 The hind part of Extru-bending with non-symmetry
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