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A Study on FE Analysis For Improvement of
Backward Impact Extrusion Process

S.W.Chung , Y.H.Jung , G.H.Kim (Mecha.Eng.Dept.Chonnam National Univ.),
K.Z.Cho(Mechanical Eng.Dept.Chonnam National Univ.)

ABSTRACT

In case of aluminum-cased battery, The ratio of height and base of square is generally above the ten times, square-shaped
and problem of non-axis symmetry. It is typical model to set up the analysis method of finite element. The reliable analysis of
finite element method is suggested, which is used to investigate the possibility that multi-stage deep drawing and ironing
used currently is replaced by backward impact extrusion favorable in the respect of cost production and productivity. The
influence of parameter was analyzed and compared, which was considered to analyze the process of large deformation

plasticity such as extrusion. Die and billet was made as the same shape of finite element model. The results of experiment

show good forming without the rupture and wrinkles with the optimum velocity 100mm/sec obtained by analysis
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Fig. 1 The Routine for Extrusion Analysis

ret

2. 8l MY
2.1 Hatsdlo] #A & AXY

A73/4018 7t 100] o} dBEHRL AHEER F
Aol wielg] Alo)art oo, o wieg] Aol
25 gt oz dFulE AAE FHo glow, At
48 A AL olFx Yo 3 FEUE IS
HRata] AF AP0 JbEsty T3 v ZoiY g
A9 BA2A f88x HNNEL FYI 9%
AP dFxdolat & + Y.

Fig2 &= tidzd=24 duix golol Zojujzt
A 10 ol e FozAM AFAAE AF
Agy EAToz 3ty Fu FAYE ITAHS
Hgstx] 2w d4e 7R sloed, da=
d9 2Ae ¢EFANA BRoz gy Kol
AL1060-0 2 A}-8-38}59t}.

Symm.Plane

is
|

|

!

|

|

i

|

i

Fig. 1 Schematic of Rectangular Aluminum Can
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Fig. 4 Velocity Curve with Punch Velocity
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