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Discussion on Warm Extrusion of Deep Cylinder Conical Parts

LI Dong-hao, PANG Dan, SUN Feng, GUO Nai-jin
(Liaoshen Industry Group Co. , Ltd. . Shenyang 110045, China)

Abstract: The warm extrusion of 7A04 aluminum alloy deep cylinder conical part is used to replace the method of machi-

ning the rod material, which significantly improves the material utilization. The compound extrusion of forward and backward

extrusion is designed. Two or more basic deformation processes on a suit of mould and single press stroke machining are real-

ized. By the finite element calculation method of metal plastic forming process the product development cycle is shortened,

manpower and material resources are save significantly. It provides guidance for forming of metal parts with complex shape.
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Fig.1 Compound extrusion blank
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Fig.2 3D modeling of blank
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Fig. 3 Warm extrusion stress analysis of blank
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Fig. 4 Relation between mechanical property and temper-

ature of 7A04 aluminum alloy
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Fig.5 Mould structure of compound extrusion
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Fig. 6 Mould of compound extrusion
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Fig. 7 Semi-product
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