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The deformation patterns of flange according to die geometry in the radial
extrusion

Byung-Do Ko

* Dong-myeung Kang - Ha-Sung Lee

Department of tool & mold design, Yuhan college
(Received November 14, 2007 / Accepted January 30, 2008)

Abstract : Restriking method is to add to process in order to get the correct size and high precision accuracy of product
which is formed in pre-process. This method is widely used at bending work and drawing work. Restriking die is
particularly design and used as restriking process is performed. Therefore, production cost is increasing as one process or
a two process are added. In this paper, punches and die block of square shell drawing die which could be performed
drawing work and restriking process by using only one die are designed in order to solve these factors. The structure of
sectional die which can integrate drawing die and restriking die was developed.
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Fig. 1 Schematic configuration
of radial extrusion

Table 1 Design parameters for experiment and
simulation

Values
AA 3105
40mm
16mm
0, 0.1, 0.2
0.1
2, 4, 6, 8 (mm)
1, 3, 5 (mm)

Parameters

material
Initial Billet height(h)
Billet Diameter(do)

Friction simulation

factor(m) experiment
Gap Height(s)
Die Corner Radius(r)

Relative Deformation(hs/do)
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Fig. 2 Comparison of deformation patterns for different
gap heights(r=3)




(c) =5
Fig. 3 Comparison of deformation patterns for different
die corner radii(s=6, hs/d¢=0.7)
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(c) m=0.2
Fig. 4 Comparison of deformation patterns for different
friction factors(s=6, =3, hy/do=1.0)
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