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Experimental Investigation on the Flow Control in Non-Axisym-
metric Flat Die Extrusion-1
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ABSTRACT

The velocity distribution at the exit of extrusion die depends on the width of bearing land very much.
When uniform bearing land without flow guide is used, the material which is ex‘tended through the same
die does not deflect to the constant direction, but when the flow guide is equipped and then the volume
compensation is done accurately, the material deflects to one constant direction. Therefore, the part of
problem can be known exactly, and extrusion products of straight shape can be produced by the correct-
ed bearing land width.
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Fig.1 Schematic view of die and flow guide
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Fig. 3 Schematic view of die and products extruded
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(a) Centroid=Center (h) Kiuchi (e} Channel

Fig. 8 Shapes of products extruded through conical bearing
land with flow guide

(a) Uniform bearing land width 1) Modified bearing land width

Fig. 9 Flow pattern of flow guide and container inside for

L-shape
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Fig. 10 Flow pattern of flow guide and container inside for
--ghape
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