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Analysis of Extrusion Forming of Aluminum Alloy Cone Component Based
on Deform
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ABSTRACT: The property requirements of a cone component with thin wall and centrosymmetric structure are high
because of poor working conditions. In order to improve usability and production efficiency, extrusion was designed to
replace traditional forming process. The extrusion programs were simulated based on the Deform-3D software.
Load-stroke curves of the top die and Effective strain distribution of the blank for two schemes were analyzed and
compared. The conclusion is that the scheme 1 is better. At last, the extrusion program is feasible to form cone
component by practicable production. The results provided theoretical guidance for practical production.
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Fig.1 Schematic diagram of cone component
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Fig.2 The three—dimensional drawing of Extrusion die
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Fig.3 Curves of stroke—load of top die
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Fig.4 The distribution of effective strain of the component
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Fig.5 The trial-experimental of cone component
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