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DESIGN OF HIGH SPEED EXTRUSION TOOLING FOR EXTERNAL DECORATIVE BOARD

Cui Shiyi, Shi Zhenrong, Shen Yihu, Dai Xuewei
( Lianyungang Jary Tooling Technology Co. Lid., Lianyungang 222006, China)

ABSTRACT A design method for external decorative board high speed extrusion tooling is presented. By adding a deforming

plate device in front of the calibrator, and improving the calibrator’s cooling water flowing structure, high speed extrusion can be real—

ized, with the production speed rising from 3 m/min to 10 m/min.

KEYWORDS external decorative board, extrusion tooling, deforming plate, calibrator, guide block, water spray tank





