EBUTT SHEAR

pLaten [ [} saw DISTANCE PIECE MATN RAM
| o & vicg MOVING COLUMN MAIN CROSSHEAD | MAIN CYLINDER
. ] N = - o1 .
I . S MANDREL MOVER
B by MANDREL __

T < - L] ‘_J
L™y B
] L PREFILL VALVE
= - = =
BUTT CHUTE CONTAINER EXTRUSION STEM COLUMN NUT

RUN OUT TABLE DIE BILLET LOADER

STANDARD NOMENCLATURE FOR EXTRUSION PRESSES

rwin Loewy once described

the operation of an extrusion

press as being “similar to
squeezing a ribbon of toothpaste from
a tube.” In practice the extrusion
process entails taking either a room
temperature or pre-heated cylindrical
billet (see diagram above) or
rectangular ingot of aluminum alloy,
which can be several feet in length

and up to thirty inches in diameter,
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and placing it within a heavy, strong-

walled steel billet container. A
hydraulically-actuated ram is

then brought to bear on the back
side of the billet. Under immense
pressure of up to 100,000 pounds
per square inch, the ram is advanced

against the aluminum billet forcing it
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through a metal die at the opposite
end of the otherwise closed container.
This action in turn imparts the
desired final shape, which may be
either solid or hollow. Aluminum
extrusions can be stretched to relieve
internal residual stresses, heat-treated
to insure the desired metallurgical
structure, and then cut to length and
machined to final specifications. Thus,
as Loewy alternatively characterized
extrusion, it is “nothing but making
noodles, long noodles, maybe 10,

20, 50 or ...200 feet long.” M

Diagram of standard nomenclature for

extrusion presses. A standard extrusion
press as seen in the diagram above.

The extrusion press Rhoda




