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ABSTRACT

A side-extrusion model, meant for deeper understanding of the material flow in the CONFORM
(continuous extrusion forming) of tube shaped aluminum profiles is presented. In order to get the
desirded straight shape of the extrudate, every part of its cross-section must exit the die with the same
velocity, Problem is assumed by plane strain UBET-model to analyze it in a simplified way. This has
been done by studying the side-extrusion through a two-hole die face. The flow is balanced by
determining the optimum lengths of the bearing lands, ie., those lengths which result in equal exit
velocities of the extrudates. Furthermore, the material flow, as influenced by the punch velocity, has been
investigated.
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Nomenclature
T=height of die opening
H=distance of die opening
y,=height of container
y,=y-positions of the edges

of the under opening
B, B,=lengths of bearing

land of under and
upper die opening
L=width of billet

L
Fig.2 Tool geometry and workpiece divided
into UBET elements
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Fig.3 Material flow predicted by the UBET-model
[ (a) T/H=05, Bi/B:=1, (b) T/H=0.5, B/Bz=05 ]
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Fig4 Theoretical results considering bearing
length on the exit velocities by UBET
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Fig.5 Material flow predicted by the FEM-model
[(@T/H=05, Vo=1lmm/s, (b)T/H=05, Vo=10mm/s]
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