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Forming Simulation of the Extru-Bending Process
of the Angle Product with " /\ "' Section

K. K. Lee, 1. T. Jin

Abstract

In the previous experimental study about extru-bending of angle product, the bending of extruded angle products with
the ' A" section and ' ' section can be abtained by the hot metal extru-bending machine with the two punches moving in
the different velocity. The bending curvature can be controlled by the different velocity of billets through the two-hole
container. This paper describes simulation of extru-bending process by the difference of punch velocities. The result of the
forming simulation by DEFORM™-3D shows that the bending phenomenon at the die exit during extrusion can be
abtained by the two punches moving in the different velocity. And it is possible to design extrusion dies and to control the
curvature of product through the simulation of extru-bending process by analysis

Key Words : Extru-bending Process, ' ' Section Extruded Product, Multi-hole Container, Multi-punches, Multi-billet,
Curvature, Relative Velocity
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Fig. 1 The Principle of extru-bending process by
the difference of relative velocity of the
punches
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(a) The inlet of die (b) The outlet of die

Fig. 2 The figure of ' A’ section conical die
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(a) The inlet of die (b) The outlet of die

Fig. 3 The figure of ' 7' section conical die
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Fig. 4 The simulation of extru-bending process
without difference of punch velocity

Fig. 5 The simulation of extru-bending process by
the difference of velocity of punches
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Fig. 6 The simulation of extru-bending process
without difference of punch velocity

Fig. 7 The simulation of extru-bending process by
the difference of punches
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Fig. 8 The relation of the curvature and relative
velocity (symmetrical ‘A’ shape)
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Fig. 9 The relation of the curvature and extrusion
velocity (non symmetrical ‘7’ shape)
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