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Failure Analysis of Die and Process Improvement for Successive Cold Extrusion of Armature Part
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Abstract: Experiment for successive cold extrusion of armature part has been done. Failure of die is analysed, and process

improvement is suggested. It can provide reference for process design and experiment of successive cold extrusion for thin and

asymmetric shaped workpiece.
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Fig.1 Armature part
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Fig. 2 Vertical dissection of die
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Fig.3 Vertical broken die
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Fig. 4 A transverse crack in die
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Fig. 5 Backward extrusion phenomenon on the corners of

the first blank
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Fig. 6 Relation between part and blank section
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Fig. 7 Softening treatment criterion of blank
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Fig. 6 Peeling at large thickness reduction
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Fig. 7 The comparison of original blank and workpiece
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