LA A A D Fot H3IM
88) JOURNAL OF NETSHAPE FORMING ENGINEERING 2014 405 H

ERREFEREBERERGAMRL

O®RH, R, T
(B IBTO R MR 5 T RABE, A8 230009)

HWE. A MBrieseEEkBFEsR B2 P RIANELEF L EERTEI RGP, Fik

A T AT EAM Deform—3D #HATT Z AR, AR T EEE R B IR LG HKRE,

R ZREEW AR ATIRZEFHEBELFEANEIZRAE, @i tb EREMH 3R BERIEE
ml//(i“’ﬂk/\/émudltﬁi\ VAR ARG A E B AR B j?ﬁ“i’]‘ii\ﬁﬂ‘o & ?R)ﬂlﬁi/&i+§;3ﬁ

PET 2 BAAWALA) E At R A TR F R 09 R TY B Fe W ALEE S 6 45 R A

KW, Y, AR, BFERTY; RERME

DOI; 10.3969/]. issn. 1674-6457.2014.03. 008

RES RS TG375%4 XHEkFRIREG: A XEHRS: 1674-6457(2014)03-0036-05

Strength Checking and Structure Optimization of Die for
Connection Block of Warm Extrusion

MA Jun-lin, SONG Jian, LI Ping
(School of Materials Science & Engineering, Hefei University of Technology, Hefei 230009, China)

ABSTRACT: Objective To solve the problem that core cracked and excessive load formed on the top die during the warm
extrusion forming process of aluminum alloy connection block. Methods Simulation was conducted using Deform-3D, and
the forming process and the state of the core were analyzed in the paper. Results The results showed that the main cause for
cracks in the intra cavity of the core was the excessive local pressure. The load on the top die and the stress in the part
where the cracks easily appeared were significantly reduced through improving the structure of top die, such as adding two
spillway troughs. And it also increased the metal flow area. Conclusion The security of the two—layer assembled cavity die
after optimization of the top die structure was confirmed using theory checking. As a result, the quality of connection block
was improved and the life of the core was prolonged.
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Fig. 1 The actual product of connection block
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Fig.3 Load on the top die and stress distribution of the core in each stage
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Fig.5 Load—time curves of the upper die in two schemes
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Fig. 7 The two—layer assembled cavity die
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