B+ QForm W5t R BT KA 73 #

ET QForm BUETEBIFHBOER N TR 24

XIZEH ', AL, Kniazkin®, H.-W. raedt®

1. b BB B AR AR ; 2. Micas simulations Ltd , prosimalys GmbH)

o OE: T REERMRNTES T, BAUFAE AP R RO SRR, T AR ARG S AR AR
EmRE. RS 5AZN—SEMA =2, Sbarm b A - i i m = i skt ue, HesBEZ %
BIP 2 5 TR B0 o R 2 BURRUM P i 2 R B BRI R & SR, B0 2xxx. 4xxx. 6xxx Fl Txxx &1,
KRR K TR R CHRERA T T2 DA AE BB (0 Ak Re . H ATE T H a6 b 107
I F B EE AL R S5 52 R ORI RO AP b 2 T TDINA I AE L HIR R v KPR . H HITE 2 A4 K7
TR BF RN KSR KA . Tl BV ZARR RG] DR BEA R 78 2008 R4 /K K.
A A, (HIXEETER S ARG 48325 PLR R RO 7 M IS, IR Bt 7B
TERE.

Quenching of extruded profiles

— QForm as a tool to minimize profile distortion

Abstract: In profile extrusion, there are a number of output parameters that have to be considered closely in order to
produce a competitive aluminum profile. These parameters are defined by tight requirements applied to the profiles and can
be summarized as the absence of defects, acceptability of properties, conformity of dimensions to the tolerances, and
productivity. The lack of defects and productivity are mostly defined by extrusion conditions, but the other characteristics
can be affected by subsequent steps in extrusion production.The majority of aluminum profiles are made from heat-treated
aluminum alloys such as 2xxx, 4xxx, 6xxx and 7xxx series. This means that quenching and subsequent hardening by aging
(natural or artificial) should be used to reach the required mechanical properties. The most commonly used types of initial
heat treatment are quenching right after the profile comes out of the extrusion press and post-process of cold profiles
specially heated in furnaces and quenched in special water tanks.For quenching right after press, various quenching methods
are currently available to cool down the profile once it leaves the press. There is a number of different systems available in
the market that can provide different cooling environments: pressurized air, water mist or water spray. Each of these methods
has its own advantages and disadvantages despite sharing the same goal. The application of fully automated puller systems

provides unsurpassed capabilities in reducing profile twisting and significantly increases the efficiency of the entire process.
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