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A study on the Extrusion Bending Process of the Asymmeric

Product with Flanged section

Jung-won park

Department of precision Mechanical Engineering. Graduate School

Pukyong National University

Abstract

Presently, Extrusion Bending researches have increased because of an increase of usefulness. But
present researches are used roupd billet., Round billet is difficult to Extrusion Bending for
asymmeric of flanged with section due to it's complexity. So this thesis extrusion bended use of ome
billet of asymmetric section, a difficult bending section. In order to make bending at the outlet of
die, the flow capacity of billet inside the die cavity was controlled by the shape of inlet of die.
The results show that the bending could be happened and the curvature could be controlled by
changing extrusion velocity. It was konown by the experiment with plasticine material that the
product with flanged section could be bended because of the shape of the eccentric die and the

section of eccentric billet, As the extrusion velocity more increased, the curvature of extruded
product decreased.
And it was Known by the experiment with aluminum 6063 material that asymmetric product

with flanged section could be bended by Extrugion Bending process
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Fig. 1 The plasticine flow of exlrusion bending process
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Fig. 2 Expenmental equipment for the

exirusion bending process wilth plasticine
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Fig. 6 The curved product by extrusion bending process
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Table 2 Data of the curvaturc

2% 2 mm/e) | 4 (mm/s) 6 (mm/s)
1 ooms | ool 0,015
2 0.0285 0.0191 ITIET
3 | ooz 0.0189 0.0157
4 0.0287 00189 0.0151
5 00286 | 00190 0015
6 0.0284 00191 0015
7 00285 00191 l 00155
8 0.0286 0.0189 RIS
9 0.0284 00191 ' 00153
10 00286 00191 0015
o E 00285 | 00190 00155
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Fig.10 The electric furnace for heating of aluminum 6063
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Fig. 12 The extrusion bending dic for aluminum 6063
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(a) The extrusion bending machine
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Fig. 13 The container and stem for extrusion bending process
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Fig. 14 Aluminum billet for ¢xtrusion bending process
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Table 3 The aluminum alloy
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(a) The extlrusion bended product

(b) Front view (c) Back view
Fig. 15 The extrusion bended product by cxtru bending process
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