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A Study on the Numerical Friction Model for the Extrusion

P. K. Oh+, J. S, Kim*, S, K. Yu*+(Hoseo University)

Key Words : Extrusion(%42), Tribology (?%&- viR-. & &), Hydrodynamic Lubrication (f
AT &£8).

Abstract : To carry out perfectly the forming analysis of the extruding products, it is necessary
that the friction boundary condition between dies and blanks should be worked out the accuate
numerical friction models. But the numerical friction models adapting in the conventional Extrusion
forming software may be large different from the actual conditions. Expecially, the use of the
existing extrusion forming software is possible only in the limitted range owing to the unaccuracy
of the high speed forming work. Therefore, the prepare of this study is to develop the numerical
friction model which describes the friction boundary condition mathematically well, to improve the

accuracy of the extrusion forming analysis, and finally to expand the applying areas of the results.
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1 : Hydrodynamic lubrication and END lubricalion
I ; Partial EHD lubrication or mixed lubrication
U : Boundary lubrication
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