MODERN DIES FOR
MODERN EXTRUSION
PLANTS




HIGH TONGUE RATIO IN DIE
SIMILAR SECTION PREVIOUSLY MANUFACTURED AS A SOLIIPORTHOLE DIE
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AUTOTOOL DIES

DIES ARE MANUFACTURED FROM PRE-HARDENED
BLANKS

*THE PROCESS USES CNC WIRE EROSION AND CNC
“C" AXIS SPARK EROSION TECHNOLOGY

*AUTOTOOL DIES PROVIDE MAXIMUM SUPPORT FOR
HIGH TONGUE RATIO SECTIONS

*SECTIONS THAT PREVIOUSLY REQUIRED SOLID
PORTHOLE DIES CAN NOW BE PRODUCED AS FLAT
DIES

*BEARING LENGTHS AND UNDERCUTS CAN BE PRODUCED
WITH AN ACCURACY THAT CANNOT BE ACHIEVED WITH
CONVENTIONAL MACHINING TECHNIQUES
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MULTI CAVITY DIE
HIGH DEGREE OF PRECISION MINIMISES ANY DIFFERENCH|
RUN-OUT LENGTHS
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TRADITIONAL METHOD OF DIE MANUFACTURE

CAD/CAM
Soft Blanks —

f

BA(‘ZKER DIEMETHOD 1 pIE MI?THOD 2
Layout CNC Mill  Machine Electrodes
Drill Mill Bearings

Bandsaw Mount Electrodes

Heat Treatment E.D.M. Die

Grind L Start Hole J

Finish Heat Treatment

Grind

Wire E.D.M

Polish

Inspect and Assembly

" SERVICE-ALUMINIUM

THE TRADITIONAL
METHOD OF DIE
MANUFACTURE
INVOLVES EXTENSIVE
MACHINING ON SOFT
BLANKS FOLLOWED BY
HEAT-TREATMENT AND
THEN FINAL
MACHINING .




AUTOTOOL METHOD OF DIE MANUFACTURE THE AUTOTOOL PROCESS
CAD/CAM STARTS WITH A PRE-
Hardened Blanks —— HARDENED DIE BLANK.
BACKER DIE ALL MACHINING
Start Hole Start Hole OPERATIONS ARE
Wire E.D.M Wire E.D.M CARRIED OUT AFTER
CN‘C “Machining E_D‘_M HEAT-TREATMENT. THIS
Heat Treatment Wire ‘E.D.M. AVOIDS PROBLEMS
Gm\]d | ASSOCIATED WITH
| Deburr DISTORTION AND
Finish CRACKING FROM THE
HARDENING AND
TEMPERING PROCESSES.
Inspect and Assembly |
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FLEXIBILITY OF MACHINING ALLOWS FOR GOOD SUPPORT OFONGUES
WITH DIFFERENT ORIENTATIONS
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PATENT No. GB2283930B

SEMI-FIXED CLEARANCE
1 FIXED POINT ‘
ﬁ \?/.\ANGLE INFINITELY VARIABLE
z \
¥4
2 \|  SECOND FIXED POINT
~ \
L ﬁ%\\\
5 -
9 \\
| \
T \
0] \
\\ WIRE
AUTOTOOL \*"
FIRST MANUFACTURING PROCESS Q& SN




PATENT No. GB2283930B

ROTATING ELECTRODE

DIE THICKNESS

BRG HEIGHT

>

BACK OF BEARING CLEARANCE

AUTOTOOL
SECOND MANUFACTURING PROCESS

SERVICE

) ALUMINTUM




PATENT No. GB2283930B

DIE THICKNESS

BRG HEIGHT

REMOVED METAL

AUTOTOOL

__WIRE

THIRD MANUFACTURING PROCESS

SERVICE
ALUMINTUM




SECTION THROUGH DIE SHOWING CLOSE UP OF THE FINISH
PRODUCED BY THE THREE MANUFACTURING PROCESSES



ACCURATE CHARACTERISTICS OF AN AUTOTOOL DIE

AND —
REPEATABLE

GOOD HEAT FLOW AWAY

BEARING T FROM BEARING
LENGTH
PRECISE DIE MAXIMUM
CONTROL OF SUPPORT OF
UNDERCUT TONGUE
THROUGH DIE
MAXIMUM
ACCURATE LOCATION OF SUPPORT OF
BACK OF DIE CLEARANCE TONGUE
BACKER THROUGH
BACKER

MAXIMUM SUPPORT FROM WIRE
CUT BACKER




EXAMLE OF TAPER CUT

CLEARANCE/SUPPORT
THAT CAN BE ACHIEVED
IN THE BACKER



AUTOTOOL TECHNOLOGY APPLIED
TO HOLLOW PROFILE



CLOSE UP
OF HOLLOW
PROFILE

T

CORE AREA
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PREVIOUSLY MANUFACTURED AS SOLID PORTHOLE TYPE SEGDIN



PREVIOUSLY MANUFACTURED AS A SOLID PORTHOLE TYPE RPOFILE
FRONT VIEW SHOWS 2 STAGE FEED IN DIE



EXIT VIEW



AUTOTOOL EXTRUSION DIES

THE MOST SIGNIFICANT DEVELOPMENT
IN EXTRUSION DIE MANUFACTURE
SINCE WIRE EROSION



" SERVICE-ALUMINIUM



