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A Visioplasticity Analysis for Axisymmetric Extrusion
through Square Dies Using Model Material

Chul-Ho Han and Tae-Bok Um

Abstract

To investigate the behavior of plastic deformation in axisymmetric extrusion through square

dies, experimental works with the plasticine as a model material are carried out at the room

temperature. Some mechanical properties of the model material are determined by compression

and ring compression tests. Visioplasticity method using experimental grid distortion in extrusion

is introduced to analyze the plastic flow, strain rate and strain distribution. In spite of severe

deformation during the extrusion through square die the visioplasticity method shows good

results for the distribution of effective strain rate and effective strain.
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Fig. 5 Die and Punch set for experiments

Fig. 6 Specimens for compression and ring compression tests

Fig. 7 Undeformed specimens with grids
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