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Assembling gas — collecting cooling tube with high frequency welding
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Fig.2 The structure of gas — collecting
aluminum flat tube
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Fig.3 The cross section shape of tube
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Fig.4 The final cross section shape in each stage of tube welding forming
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Fig.5 The cross section shape in the first stage

before welding
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Fig.6 The cross section shape in the second
stage before welding

55 3 HrBOR I E AR AN 7 Pk, 7
FERT A AR L R, 90% L) 1 B SR AR TE BV b
f 7255 A AE AT 3 B Be 58 i, X AR DO FEAR K
FEJE F I T A 58 AT 52, B 4556 4 Y
B A AR 10% RS & A F T4 M AR 1y
B

7 IREERTSE 3 REMEBRBEMIK

Fig.7 The cross section shape in the third stage before welding
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Fig.8 The cross section shape in the fourth
stage before welding
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Fig.9 The cross section change in the finishing
forming process after tube welding
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Fig. 10 The cross section of tube blank after each step in the first finishing forming stage
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The cross section of tube blank after each step in the second finishing forming stage
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Fig. 12 Photos of forming roller before welding and finishing roller after welding
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Fig.13 64 mm x 8 mm gas-collecting aluminum flat tube production
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The Forming Technique for Gas-collecting Aluminum Flat Tube
with High Frequency Welding in Intercooler

WU Pengyue', GAO Guangming' , DAI Yuewei’
1. Suzhou Jianlai Machinery Engineering Technology Co. , Ltd. , Suzhou Jiangsu 215400, China;
2. School of Electronic & Information, Jiangsu University of Science & Technology, Zhenjiang Jiangsu 212003 ,China)

Abstract ; In order to meet the demands of high — speed and high — precision production for aluminum flat tube in modern automo-
bile manufacture industry, a direct cold plastic forming technique of gas — collecting aluminum flat tube from aluminum strips is
proposed, specifically, the problems including the modular integration of rollers, continuous forming in the deformation zone and
speed match between different rollers are emphatically studied. Experimental results prove that the designed process technique
and equipment are reasonable and efficient, and can fulfill the requirements of practical production as well.
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