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Hydrostatic Extrusion and its Application to

Metal Working

With the progress of high pressure technology, hydrostatic extrusion, in which
contact between billet and container is precluded and friction on the die surface is
minimized, is attracting attention of all the concerned as a new metal working
method. Compared with conventional methods it has many features. To mention a
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few, it can be applied over a wide range of working both in cold and warm

processing, and permits extrusion of clad materials and other difficult-to-work

materials. The article describes its principle, characteristics in comparison with

those of conventional ones, some of its application, etc.
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Fig. | Schematic Diagram of Conventional and Hydrostatic Ex-

trusion Processes
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Conventional and Hydrostatic Extrusion®®
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Fig. 4 (a)Typical Pressure-Stroke Curve for Hydrostatic Extru-
sion (b)Pressure-Stroke Curve Showing Stick-Slip Behaviour
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Fig. 5 Pressure vs Extrusion Ratio for Cold Hydrostatic Extru-
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Fig. 6 Mechanical Characteristics of Hydrostatically Extruded
Pure Aluminum'®’
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Fig. 8 Copper Wire
Extruded by Hydro-
static Worm Extru-

sion
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