BRYUBES NIBUE

=7
AT 0|5 S ZEd AESHo| s AF
A Green Extrusion Process for Aluminum Hollow Tube
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Fig. 1 Flow stress curves of homogenized billet
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Fig. 2 Flow stress curves of non-homogenized billet
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Fig. 4 Deformation of billet
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Fig. 5 Extrusion load curve
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Fig. 6 Distribution of welding press(MPa)
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Fig. 6 Extruded hollow tube(non-homogenized billet)
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