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ABSTRACT

This study presents development of a automatic design software for process and die design of hot extrusion of
aluminium alloys through square dies. The design of extrusion dies is still an art rather than a science with
increasing complexity of shape and thinness of section. Therefore, most of the die design is still dependent on
personal judgement, intuition and experience. The objective of this study is to develop a software system which
includes a design rule extracted from literatures and experts in the extrusion industry. The developed system is
effectively used to design extrusion processes and dies with reduced lead time and trial extrusion.
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Fig. 5 Chaning of process selection (rail shape)

Fig. 72 943832 dHolgq o) A9 ¢¢&7
[eE A9 HalA 2@ dAsEe o)
dEEFg AMdsta, Az g AMNE
A2 v st ARSI HH o] WEidoele) &
W42 AEE 5 Qs TEE RATE 7Ao)
o & dA B dEstse GAsEA g8
2659.9ton, 7A@ 23] 4990.2t0n019, ¢S



ol . $U4 - AAA : FFHVEHI A A208 AL
(Extrusion ratio) 93.3, AFNF 17, GEZo] E, AAA 4FE BVl 23 U= delg AR
35200mm, &% 41.8kg, W ESQ Zo] 171.7mm, 6} £ AT 1Ao7t 38 Ve wddE B
AZ AE 67.3%, AT AdFEd AL Al Al AAES

¢ & gio,

459.5kgo 2 ANE S

Fig. 6 Chaning of die selection (rail shape)

Fig. 7 Result of analysis (rail shape)
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