BRASS EXTRUSIONS
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* Manufacturers of semi-finished brass products

Melt non-ferrous scrap to billets

Billets extruded and drawn to form Rod
Section
Hollow Bar

Currently increasing capacity to exceed 45,000 tonnes.
Personnel of around 400 full time employees.
ISO 9001:2000 approved
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Extrusion Casting & _ : L
Requirements Billet Extrusion Extrusion Finishing

Handling

Extrusion?

|

* Flexibility in 2 Dimensions
* Near Nett Shape
* Batch Size Variable

* Single Minute Exchange of Dies (SMED)
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Casting &
Billet
Handling

Extrusion

Extrusion? .
Requirements

! 11 $! % 11

* Relatively Soft Material

Extrusion

Extrusion

®* Pressure
e Container

°*Die
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Extrusion Casting &

Extrusion? . Billet Extrusion Extrusion Finishing
Requirements -
Handling

)R

* Induction furnaces
* \Water cooled moulds

* Horizontal continuous caster
represents latest state of the
art technology in casting
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Extrusion Casting &

Extrusion? : Billet Extrusion Extrusion Finishing
Requirements -
Handling

e

() x4

* |ogs from foundry cut to
extrusion length

* Marshalled and stored in alloy
sequence ready for extrusion
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Casting &

Billet Extrusion Extrusion Finishing
Handling

Extrusion
Requirements

Extrusion?

® 3 extrusion presses

* Billets preheated to 600 - 800

® Direct and indirect extrusion through a
die, together with a piercing process to
create hollows
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Extrusion Casting &

Extrusion? : Billet Extrusion Extrusion Finishing
Requirements -
Handling

& I°

Billet Moves Through The Container

* Main Flow Zone Is Well Below The Surface

Surface Layers Of The Billet Accumulate In A Dead Zone Behind The
Extrusion Die

Towards The End Of The Press Stroke, Material In The Dead Zone Is
Extruded Thus Producing “Back End Defect” (Note, This is Removed
Further Down Within the Production Cycle)
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Extrusion Casting &

Extrusion? : Billet Extrusion Extrusion Finishing
Requirements -
Handling

1 & ! 11

* No Relative Movement Between The Billet And The Container

* | ack Of Frictional Forces Results In Flow Much Nearer To The Billet
Surface. Thus Lower Extrusion Pressure For A Given Size

e Extrusion Back End Defect Does Not Form Until Substantially Later

* Billet Surface Needs to Be Optimal To Minimise Defects
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Extrusion Casting &

Extrusion? . Billet Extrusion Extrusion Finishing
Requirements -
Handling

o

* Drawing, stretching, annealing,
straightening

* Automated and hand finishing

* Tolerance
e Surface Finish
* Mechanical Properties

* Processing Efficiency
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Extrusion Casting &

Extrusion? . Billet Extrusion Extrusion Finishing
Requirements -
Handling

G O
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* Size range
* Alloy range
* Shapes

* Applications
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2 - 125mm diameter.
30+ compositions
Round, Hexagon, Square

Turned parts, Stampings,
Water, Gas, Electrical
Industries
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* Size range
* Alloy range
* Shapes

* Applications
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Up to 125mm max.
15 compositions
To customers drawings

Locks, Handles,
Lift Tracks, Showers,
Electrical Fittings
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++ *

* External sizes 19 - 125mm
* Alloy range 10 compositions
* Shapes Round, Hexagon

* Applications Turned Parts,
Cable Glands
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