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Designing of the Die Adjusting and Locking Device of
the Big Gap Close Thread Metal Extrusion Shaper Machine
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ABSTRACT: Objective The metal extrusion shaper machine jointly developed by Keda Industrial Co. Ltd of Guangdong
and Nanchang University has now entered the industrial thermal test phase after assembly and no—load operation. Methods
To settle the problem in die adjusting of the lock die in the metal cavity extrusion shaper machine, a lock die adjusting de-
vice of two—plate machine type was designed. Results Through constantly improving the lock die adjusting program, the
metal cavity extrusion shaper machine successfully achieved lock die adjustment at working temperature, which guarantees
the mold in the close nut holds closely the pull rod during the dynamic equilibrium process changing from room temperature
to working temperature. Conclusion Throughout the process, automatic height adjustment, lock mode, operating mode, and
other actions were successfully achieved between the die adjusting and locking unit, positioner, pull rod and the close nut de-

vice close nut device, validating the feasibility of the metal extrusion machine, and creating conditions for the next step of au-
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tomated production test.
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Fig. 1 Diagram of the host structure
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Fig. 2 Diagram of the die adjusting and locking device
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Fig. 3 Diagram of the positioner
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Fig. 4 Diagram of the Sensor
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Fig. 5 Diagram of cold test die locking and adjusting mode



Fot A1l

e e TR A M e B B TR WL T R B LK 1 .

7B 2 MRS AL B 1 B E S5 0 4R e SRAELAH
], AT LA AR EL ARSI, 6 0 A 25 1, BT AT
52 T LIHAT A TG

BHLRIESS L . = BB TR e & T L 1
IR LR A A b IR b SC BT X E ML R AT
HAHEE A PIAT L m FEBRE S AR S5 S 1E Y 10000
RCE A M, ARy ST T H AR AY33 000 kN,
WA TN T A8 B AH C R G, S8 i T 30k 4L
H14,
2.2 MK

FEENR AR5 S, I BAE RS L
A SE B I , X 8 4 T8 N s 5 BB LT B
GERRFT B IR 50, AR 2 A IR0 Bl A 1 1
7 A EL A TR TR 6 AR RS T AR 250 °C 22
Fr, IR B AR A B, B LR B Ak S T, OF
HAERG S FE b, &% PR B A TR R A e
H XS AR SR, (AR5 ELR B 28 A8 1k
ANE T HL TR S B FRIAS 2 A v AR [, A5
LI B AR A3 R R HLIC R, AT 3 B0AsE 2L
IR AK e LR, I FLBZ i M 4 JC R . o 2R 44 i
ML 460G 0 B 7 =X, 308 b 7 AR AL
] ST

AS :Sl _So (1)
SR G X PR % R T A M
L =L, +AS (2)

RV ZHRLAT A3 5 e S REA T IR B AL, IXAEAL
FHUE A EA BRI TG, (HR e A
WitRRZENRKZ . 7o, YRR, &
TRFPIRE, LU A IR B B IR SR, 2R
T, 42 il R Py SRR e BT — U A sl 5% FAT Y
FRAVEAE L, S, 73 5 5 S S B HIIGTE L, , S,
FERT LU, SRR S 7 PR AR 2 i 1) 22 (M
BT SRR TR B PR B T LE A
18, MR SR SRR AR &2 kA T
A T S BB AR, IR AN RERE T
WaE. 5o, I TIEIRRER B e S B Y,
17l 2 7 D (ER AR X 2 A, il T sl B p e
BCAFAE—E BIBRZE , AN, SR R i T 5
APAT AR —E A TR 22, SR 4 S f s EE A
FEASARLR] , I BB A7 —E B B AR PR 22 | TR
PR ORI B Rt A — A S sh Rtis Bl

FErPEAT RE R 22 LUBOR I, R 3 A T REZR (L 1L
B, RS R A A B AR AR IRA
A RERE PTG RS . 2t A, 7E R LI
TS S o ] 200 400 5 MR R A (0 A O 2
XFER T O N AIE . O T B — AR, fc ki
AR AT 5 10 15 SR A 22 i) AR 37 B 20 ol
Fr eI SR P BB R B S A0 b
TR RT3 AR Dl /A i B8 A A 25 5 S 1 R 22
PER, TR R BT . WL, FEA S IR B
B IR R b2 A AR AR, R L T
FAXS TS IR AR B A SRR A8 A 6 BT

8§

8

%

MY

&sy

1. BT S 2. S 5R 3. PR AL RS SCIEE TRER)
4. FFEE(AEARE) 5. 3h % 6. RiATHIGIRE:
7. FEFTARX S A AR AL IR H 8. FAT
K6 AR T JEB i

Fig. 6 Diagram of working test die locking and adjusting mode
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