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Surface Treatment Integrated Device for Extruded Parts
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Abstract : Aiming at a series of problems of the traditional lubricant preparation and coating preparation process used for
extrusion molding, such as the complicated process, long working hours, unable filtering of oil, mold damage due to the
easily entered impurities, low production efficiency, poor lubrication effect, and high production cost, etc., a
comprehensive experimental device integrating heat treatment, lubricant preparation, lubricant secondary treatment,
parts transfer and surface lubrication treatment based on Solidworks 2016 3D software was designed. Through the filter
tank , the smashing of the lubricant slag and the use of circulating filtration were realized ; the parts lifting device was
designed to realize the transfer of the processed parts. Using the UMT-3 multi-functional friction and wear testing
machine, tribological tests were carried out on the traditional lubricant preparation process and coating preparation
process and the sample of this designed device. The results show that the average friction factor of the new device was
reduced by 7.3% . The VHX -600K super depth-of-field microscope was used to observe and analyze the worn surface
morphology , and the good lubrication effect of the integrated surface treatment device of extruded parts was verified. The
design of the new lubrication device is reasonable and effective to meet the actual production needs of the current surface
lubrication process of the parts.

Keywords : surface treatment ; extrusion forming;integrated device ;circulating filtration ;friction coefficient
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Figure 1 Basic preparation process of

lubricat and coating
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Figure 2 Schematic diagram of parts

surface lubrication treatment device
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Figure 3 Solid assembly drawing of

surface lubrication treatment device
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Figure 4 Working principle of parts surface

lubrication treatment device

1.3.1 R Trhg

TR 4G < a5, X BROREIEA T 44 i
AP0 TCHG FORE DTN AR 4% 326 3] 1 4 St 1 94 3 A B A
FEIRN TR RGNS T Ry ) S v AL
TE R TAE
1.38.2 #6858 Yy hg

T T TR ) 2 0 43 A2 R BRI (R 43 i 7 )
2 DA AHE B B B LAL S i A o i Th RS
T AR 28 R L A B
1.3.3 WAL UhE

T T AL P 43 A A5 10 B b B P A MR A S
BEE o I R TR N AR} A T 2 1V AL
BLAA 52X AR B 58 B 2 s A T X TR . S8k
FEE W AL BRI AT 24 h B E R AN A S
Fi7R o

S KEiEE AR mR 24 h b R4 R
Figure 5 Parts billet after finishing surface

lubrication treatment for 24 h
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Figure 6 Schematic diagram of
ball disc tribometer
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Figure 7 Average friction coefficient and

change rate of two lubrication methods
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Figure 8 Spectral optical spectrum of

wear scar surface of sample B

B9 XA B&ERA
Figure 9  Actual wear scar of sample B
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