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Abstract

Generally, cold extrusion of aluminium billet provides better 

shape and surface finish than hot extrusion, and may reduce 

production cost of the extrusion process. This research presents 

effects of process parameters of cold extrusion on internal 

hardness of the aluminium billet. The billet was cold-extruded 

through a conical die at a constant extrusion speed. Result 

showed that internal hardness of aluminium billet increases as 

reduction ratio of area increases. When compared between two 

die angles, internal hardness of extruded aluminium billets are 

not different if area reduction ratio are not much different. 
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 4  Die holder, container, ring 
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 2  Sodium stearate soap (Na-ST) 

SPECIFICATION   

FREE FATTY ACID 2% MAX 

APPEARANCE WHITE POWDER 

FREE ALKALI 2% MAX 

SODIUM CONTENT 7.5-8.5 % 

MELTING POINT > 200°C 

LOSS OF MOISTURE AT 105° C 8 % MAX 
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