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Structure improvement of cold extruding die
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Abstract; In view of the forming process difficulty of the high precision part, the problems of the present cold extru-
ding die, such as big flash and low service life were analyzed. A practical improving measure about the die structure
was put forward. The die structure was changed from the integral structure to the separation structure, which means
that the orientation part and the die part were separated. Then the problems of the inconvenient handling of surface
roughness on the two sides and at the bottom of the die and the flash were resolved and the die service life was im-
proved. The tryout shows that the product has high surface quality and the dimensional accuracy meets the require-
ments. Through the actual production verification, the service life of the cold extruding die is greatly extended from 12
to 100 pieces,
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Fig. 2 Die plate of the original structure
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Fig. 3 Die structure
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Fig. 4 TImproved die structure
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