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Table 1 Extrusion conditions*’
Materials ATATS AB056
Pipes d x t
mm 18X 1{15X 1{15%2.6/12 X 1|15 5|15%1
R‘S
132161 | 7.2 [205] 7.2 | 16.1
Tn2/°c
400 Q
450 OO |0 |]O|C|O
500 OO0 |10 )]0 O
550 O | O

*' Container holes were unlubricated, and
die and mandrel were lubricated with
graphite suspended oil (Deltaforge 182).

Extrusion speed (punch speed) V,=10mm
/min.

*2 T :Extrusion temperature.

*3 R : Extrusion ratio defined as a ratio
of sectional area of container holes to
that of extruded pipe.
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Fig. 3 Flattening test for extruded
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Fig. 5 Macrostructure on symmetrical planes A and B and cross sections of
the remainder of billet in welding chamber. A7475, R=16.1, T=4507.
10% NaOH solution, 70T, 3~4 min.
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Fig. 6 Macrostructure on symmetrical
plane A and B. ASQOS6, R=16.1,
T=450T

(8) A7475, T=450C

(b} AT475, T=5001%

i

 BHES R ety
{e) ASDSS,

Fig. 7 Microstructure on cross section
of extruded pipes, 60mm apart
from the front end. R=16.1.
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Table 2 Expanding ratio of machined
pipes.

AT475 AB058
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d X t,/mm
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Table 3 Appearance of pipes after
expanding test.

Pipes
dxt
/nm
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™ 5, Distance of expanded end of specimen from
the front end of extruded pipe.
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Fig. 8 Expanding ratio of extruded
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Table 4 Results of flattening test for
the pipes indicated by ®~® in
Fig. 8 and 9.
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