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Determination of Initial Billet Shape to improve Dimension Accuracy in
Backdward Extruded Cups

H. C. Kim, T. H. Kim, B. M. Kim, J. C. Choi
* Graduate school, Pusan National University
++ ERC for Net Shape and Die Manufacturing, Pusan National University

ABSTRACT
In general, cylinderical types of billet are used in the backward extrusion. It is difficult to obtain

homogenious wall thickness by the backward extrusion using these. It is gradually increased that

improving the accuracy and reducing the post machining of the final products. In manufacturing cup

shaped parts by buckward extrusion, it is very important to design optimal initial billet or preform. These

can improve the accuracy of final products and remove the post machining processes. In this study, the

influence of final parts geometry by the shape ol initial billet as non machined types are discussed.
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Fig 1. Geometry for Cutted Billets
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Fig. 3 Process Conditions for backward Extrusion
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Table 1 Error Deviations for Various Forging Conditions
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Fig. 4 Distribution of Effective Strain
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