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Hot Metal Extru-Bending Process for the Aluminum

Curved Tube Product
D.Y. Park, and LT. Jin

Abstract

The bending phenomenon has been known to be occurred by the different of velocity at the die exit.
The difference of velocity at the die exit section can be obtained by the different velocity of billets
through the multi-hole container and by the cohesion of billet inside the porthole die chamber. The
bending phenomenon can be controlled by the different hole diameter. The experiments using
aluminium material for the curved tube product had been done. The results of the experiment
show that the curved tube product can be formed by the extru-bending process without the defects such
as the distortion of section and the thickness change of the wall of tube and the folding and wrinkling. It
is known that the welding and extruding of each billet has done simultaneously although the curved

tube is extruded with four billets.

Key Words : Extrusion, Bending, Extru-Bending, Aluminium Extruded Product,
Multi-hole container, Rectangular Curved Tube
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Fig. 1 The Principle of bending process by the
difference of relative hole diameter of the
container
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Fig. 2 The photo of hot metal extrusion bending
machine
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Fig. 3 The photo of rectangular conical die and Punches
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Fig. 4 The photo of multihele container with conical
plug and rectangular conical plug and electrode
of electric discharge machining
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Fig. 5 The photo of billets
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a) The photo of the circular curved tube product

b) The photo of the rectangnlar curved tube product
Fig. 6 The photo of the circular and rectangular
curved tube
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