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A Study on the Extru-Bending Process

of the Product with " 1" Section
K.K. Lee, 1I.T. Jin

Abstract

The bending process for the '’ 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. The results of the experiment show that '~ 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 processing by the extrusion bending machine.
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Fig. 1 The photo of plasticine extru-bending machine
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(a) The inlet of die

(b) The outlet of die
Fig. 2 The figure of ‘1’section conical die
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(b) The outlet of container (c) The inlet of container

Fig. 3 The two-hole container with no difference of hole
diameter
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(a) Equipments with stems
Fig. 4 Extrusion punches with different velocity
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Fig. 5 The Principle of bending process by the
difference of relative velocity of the punches
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(a) C-type

(b) C-type

(c) L-type

(d) S-type
Fig. 6 Curved shape of '1¢ section product
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Fig.8 curved products with each different
curvature
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Fig. 9 The section of curved products of two kinds
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