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A Study on the Manufacture of Extrusion Square Die

T.W. Park, S.R. Cho and C.M. Lee

Abstract
Square dies are widely used for hot extrusion processes with high production rate. however, the design
and manufacture of square dies mainly relies on experience of industrial engineers. To overcome such
difficulty, this study presents a method of automatic generation of NC-codes for the manufacture of
extrusion square dies. The result shows that the method can reduce the lead-time for the design and

manufacture of square dies.
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Fig. 1 Flowchart of the CAM system
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Fig. 4 Offset for machining of die land
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Fig. 5 (a) Wire-cut EDM of square dies
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