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Study on the Impact of Process Parameters on the Mold

Core Deformation of Aluminum Extrusion Die

Gao Yayun, Ni Zhengshun, Huang Zhuangquan, Zou Lijun, Song Tao
( School of Mechanical Engineering, Hunan University of Technology, Zhuzhou Hunan 412007, China )

Abstract. Designs an orthogonal experiment to analyze the effect of process parameters on the mold core deforma-
tion in the hollow aluminum extrusion process, and makes numerically simulation with the finite element software HyperXtrude.
The results indicate that the effect of die preheating temperature on the mold core deformation is largest and the extrusion
speed is the second, while the billet preheating temperature is smallest. The results provide a reference for the aluminum
extrusion process parameter optimization.
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Fig. 1 The profile section

Bz, MEMSHOCEZMBUEL, RN S L ZES
B A WU AR AT RS, e AR R T
AR DB L, R LS T
S, ARSCRAIEASR B L AT
PABEE TAR A e R i Hpr, e BB sk
BE | BLEPHGIEE | SRR 3 N LS
W, BT Ko BR300 7
4, B, CFoR, WK 3 Ay 1, 2, 3 30K, N
R PR 3T 3 KPR IESSR I LIOG) 2 2 i .
®l EXKBEFREFKE

Table 1 Factors and factor level of orthogonal experiment
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Fig. 3  Contour plot of mold core's bearing displacement

3 KEERSMH

3.1 HERMER
i I AT R ITEAE I T B AT AR A
RIS T A MBS R BT &, K3,
R3 HESEMHTESER
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Table 4 Test data analysis and processing results
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Fig. 4 Effect of process parameters on the

mold core deformation
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