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SKCHICPUMCHTAJIbHOTO HMCCJICIOBAHUA YIPOUYHCHUA

amomMuHueBoro cmiaaBa AA3003 nedopMHpOBaHHOTO TMpU KOMHATHOW TeMIlepaTrype [0 3HAaYCHUH
HaKOIUICHHOH aedopmarmm Oosee 3. [l mocTkeHHs OOJNBIION BEIMYMHBI HAKOIUICHHOW IIACTHYECKON
nedopmarmun ucnonb3oBam Metos, PKVYIL. Ha ocHOBe SKCHepHMMEHTANbHBIX [aHHBIX TMPOBEACH BBHIOOD
MareMaTtudecko monenu compotusieHus criaBa AA3003 nedopmanmu. VccnenoBaHo BIHMsIHUE pa3MepoOB
oOpa3lila U reoMeTpuu HMHCTpyMeHTa Ha TedeHwe Meramna npu PKVYIL Ilposenen meramnorpadudeckuit
aHanu3 cTpykrypsl ciutaBa AA3003 mocne o6padorku PKYB 1o Bbicokux 3HaueHuit neopMariyu.
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1 INTRODUCTION

PaBHOokananpHOE yrioBoe mnpeccoBanue (PKVII)
SIBIIIETCSL OJJHUM U3 CIIOCOOOB CO3/IaHUS B METaJIJIaX
M CcIutaBax OOJBIIMX IUIACTHYECKUX JehopMariuii.
TeopeTtnueckue OCHOBBI ~ JITaHHOTO MeToJa
00pabotku Obutn pazpadotansl Ceramom [1], a B
MocleAyIoneM ycoBepieHCTBoBaHbI Iwahashi [2] u
Goforth [3].

B cootrBerctBuu ¢ paboramu [1-3] BenuumHa
HAKOIUIEHHOH nedhopmaruu MOYXET OBITH
oTpesieNieHa CIeAYIOMUMU YPaBHEHUSIMU:
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riae ¢ = effective strain, @ = die channel angle, ¥'=
die corner angle (see Fig. 1).
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Fig. 1. Typical die geometry for ECAP.

VpaBuenne (1) COOTBETCTBYeT BEpPXHEH OIlIEHKE
3HAUEHUS] HAKOIICHHOU Ae(opMaliu 3a OJUH IHKIT
PKVII. IIpu 5TOM HE y4HUTBHIBAETCS BIUSHUE TPEHUS
U BiusiHue yrina ¥

VYpasHenue (2) u (3) yu4UTHIBAIOT BIUSHUE YTIIOB @
u ¥, HO TaxKe Kak U ypaBHeHue (1) HEe y4UTHIBAIOT
Tpenus. Kak nmokazano B pabote [4], pacxoxieHue B
3HAUCHUSIX &, MIOTYUYEHHBIX 10 ypaBHeHUsIM (2) u (3)
He npesbImaeT 5%.

Hakomnennas nedopmanust 3a ogun 1mukin PKVII

MOXXET  OBITh ~ Takke  ompeaelieHa  JUOO
9KCHEPUMEHTAIbHO, JIMOO Ha OCHOBE KOHEUHO-
JJIEMEHTHOI'O MOJEIUPOBAHUS. Jns

9KCIIEPUMEHTAIFHOTO  OMpeAeneHus aedopmaiuu
MOKET OBITh MCIOJNb30BAaH METOJ KOOPIAWHATHOU
cetku. B pabore [5] mnokazaHa BO3MOXHOCTH
npumeHenus storo meronaa st PKVYIILL

B mocnegHee  BpemMsi  KOHEYHO-3JIIEMEHTHOE
MozaenupoBanue PKVYII nmpoBoamioch ¢ MOMOIIBIO



TaKUX KOMMepUecKux mporpamM, kak ABAQUS [6],
MARC [7], DEFORM [8], ANSYS [9], MSC
AutoForge [10] etc.

B oatux paborax OBUIO HCCIIENOBAHO BIHMSIHUE
reoOMEeTPHUYECKUX u TEXHOJIOTUYECKUX Ha
pacnpenenenue  gedopmarmu  npu  PKVIL
Jedopmupyemblii MaTepuan paccMaTpuBalCs JTHOO
KaK HJeabHO IUIaCTHYECKoe, OO Kak yMpyro-
IUTACTUYECKOE TEJI0 € Y4YeToM JehopMalMOHHOTO
YIPOYHEHUS WK 6€3 Hero.

N3Bectno Ttaxke [11], uto mpu PKVYII B oOpasme

[OCJI€  BBIAABIMBAHMUS MOJKHO BBIIEIUTH TpPHU
o0jacTH: KOHIIEBbIE YYAaCTKM M IIEHTPAIbHYIO
o0nacTp, pPAaCHOJOXKEHHYI0 MEXIy HUMH. B

KOHIIEBBIX 00JacTsAX aedopManus pacrpeaeuseTcs

HEPaBHOMEPHO 51 CTPYKTypa MaTepuaia
HEOJHOPOJIHA. B LHEHTPAIbHOU oOJactu
HaOII0HaeTCs oOpatHas KapTHHA. 3mech
nedopMalisl  pacupeleNsieTcss  pPaBHOMEPHO H
dbopMupyeTcss  MENKO3epHUCTasi CTpyKTypa. B

pabdore [11] moOKa3aHO, YTO TPOTSIKEHHOCTH
[EHTPaIbHOW O00JaCTH MOXET OKa3bIBaTh BIIUSHUE
Ha BEJTMYMHY HAKOTUICHHOH JeopMaIii.

[lenpro HacToOsIIEH paOOTHI SBIISETCS MCCIEAOBAHNE
ynpounenuss cmiaBa  AA3003 mnpu  Gonbmux
IUIACTUYECKUX  JedopMaiusx, CO3JAaHHBIX B
Marepuajie 3a CYET PABHOKAHAJIBHOTO YIJIOBOTO
MIPECCOBaHUs ITPU KOMHATHOM TeMmeparype.

B cratee mnpuBeneHbl pe3yiabTaThl OMPEACIICHUS
HaKOIUIeHHOH nedopmanuu 3a oguH nukia PKVII, a
TaK)XK€ PaCCMOTPEHO BJIUSHUE T€OMETPUHU oOpasla u
KaHajla B MaTpHIIE Ha BEIWYUHY JAeopMarium.
Benmuuuny HakomiieHHod nedopmaruu 3a  OAWH
uukn PYID ompenensnm 3KCnepUMEHTaNbHO M Ha
OCHOBE KOHEYHO-3JIEMEHTHOT'O MOJICIUPOBAHMUSI.

2 EXPERIMENTAL PROCEDURE

Jiiss  mpoBeleHUST AKCIEPUMEHTOB HCIIOJIb30BAIH
o0pa3iiel, u3rotoBiaeHabie U3 cruiaa AA3003 (Table

).

Tablel. Chemical composition

Elem Al Cu Mg Mn Fe Si Zn Ti
ent

% base 0.1 02 1.0- 07 06 01 02
1.6

O6pasupr pazmepom 20x20x60 MM BbIpe3anu U3
ropsiYeKaTaHoro npyTka auaMerpoM 30 M.
HccnenoBanue MHUKPOCTPYKTYPbI HCXOJTHOTO
MaTepuaga TO0Ka3ajo, 4YTO CTPyKTypa oOpa3loB
OHOPOJIHAS ¢ pazMepoM 3epHa 10 MKM.

Pabouuit kanan marpuisl ans npoeaenus PKVYII
(cm. puc. 1) mmen cnemyromme pasmepsl: R=29 mwM;
=2 wMM; @=90° ¥=90°. Kaxnmeii o0pasen
noasepranu S5 sranmam PKVYII B coorBercTBHM €

nporpaMMoiil HarpyskeHust A (6e3 moBopota oopasia
BOKPYT €ro MpOJIOJIbHOM OCH HEpPEe] MOCIETYIOMNUM
3TamnoM mnpeccoBanus) [12].

Benuunna HakorieHHOM AedopMalvu 3a OJWH dTan
MIPECCOBAHUS OMpeAesiach dKCIEPUMEHTAIBHO IO
METOJly KOOPJAMHATHOW ceTKU. [IJi 3TOro HECKOJIBKO
00pa3IoB pa3pes3alid BIOJIb MPOJIOJIBHON OCH U Ha
MI0CKOCTh pe3a HaHocwiu ceTky (Fig. 2). Pasmep
AYEEK CETKU 2X2 MM.
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Fig. 2. Sample with reference grid before and after ECAP.

O6pasubr noasepranu PKVYII Ha ruapaBimdeckom
npecce ¢ HomuHanbHbIM ycuiuem IMH (100 Tc).
CkopocTh nepeMenieHus TpaBepcs — 1 Mmm/c.

ITocne Ka)KJI0TO ITUKJIa PKVII u3
neOpMUPOBAHHOTO MaTepHalia IMapauIeIbHO OCH
MPECCOBAaHUSl BBIpE3IM  OOpa3lbl Ha CHKATHE
CIEYIOLIEr0 pa3Mepa — nuameTp 19 MM U BbIcOTa
15 ™M, a Takke oOpa3ipl Ui TMPOBEICHUS
MUKPOCTPYKTYPHOT'O aHajIu3a.

UcnbiTanus Ha cxathue NOPOBOAWIM TaKXkKe Ha
TUIPABINYECKOM TMPECCE ¢ HOMUHAIBHBIM yCUITUEM
IMH (100 Tc) u CKOpPOCTBIO IEpEMEILEHUs
TpaBepchl — 1 Mm/c.

B kauecTtBe cmasbIBaoIIero Marepuaia U IpHU
npoBeneun PKVYII, u npu npoBeneHnu ocaaku
UCIIOJIb30BAIM MONMATUIEH. DakTop TpeHus 3TOro
cMmaszpiBaroniero wmarepuana — 0.27. Benauuuna
dakTopa TpeHHUs ompeielieHa O METOMy OCAJKU
KOJIBIIEBOT'O 00pasIa.

3 FINITE ELEMENT ANALYSIS

MopenupoBanue PKVYII npoBogunum ¢ momoibro
KOHEYHO-3JIEMEHTHOMN CHUCTEMBI QFORM-2D
(QuantorForm Ltd., Russia), ocHoOBaHHO Ha TeopuH
TEUYCHHSI. st OIHUCaHUS MOBEICHUS
nedhopmupyemoro tenma B QFORM wucnonb3yercs
YKECTKO-BSI3KOIUTACTUYECKAass MoJienb. HakorieHHas
nedopMarus ornpeaesnseTcsl ypaBHEHHEM:

t
: N
&j :Igidt, & = gé‘lj glj , (4)
0



where & = the effective strain, &; = the effective
strain-rate, ¢; = the strain-rate tensor components.

[TonpoOHOE oOmMHUCaHWE CHUCTEMBI TPUBOJUTCS B
pabore [13].

PaBHOKaHaNbHOE YIJIOBOE TMPECCOBAHUE MOXKET
paccMaTtpuBaThCs  Kak ~ JBYMEpHas ~ 3ajada.
Hedopmarusi marepuana TPOUCXOAWT 3a CYET
MIPOCTOTO CIBUTA.

[Tpu 4rCIEHHOM WCCIICIOBAHUU BIIHSIHHSI Pa3MEpOB
obpasma st PKYII Ha BenwuuHy HaKOIUJICHHOM
neopMaluy MCTONb30BATIM 00pa3lbl CIEAYIOIeH
nusbl: 40; 50; 60; 70; 80; 120; 150; 200; 230 u 300
MM. Pa3mepbl NONEpeyHOro CEeYeHHs] KaxAoro
obpasma  20x20 mm, YTO  COOTBETCTBYET
PaBHOBENUKOW Tuiom@aan guaMerpom D = 22.57 mm.
CootHomrenne pasmepoB L/D 00pa3IoB COCTaBUIIO,
cootrBeTcTBeHHO: 1.77; 2.21; 2.66; 3.1; 3.54; 5.3;
6.65; 8.86; 10.19; 13.29. T'eomerpusi kaHama B
Matpune: R=29 mm; ¥=90°; @=90°; r=2 mm.

[Tpu YKCIEHHOM UCCIICIOBAHUU BIUSHUS T€OMETPUN
KaHajla B MaTpUlle Ha BEJIUYMHY HAKOIJIEHHOU
nedopMaluu, BEIWUMHY paauyca R MpUHUMAIH
paBHoiti: 29; 10; 5; 3; 1 mm. IIpu 3TomM BenuunHa
yriaa ¥ u3MeHsach ageKkBaTHbIM o0pazoM: 90°; 37°;
16°30"; 9°30'; 3°. Yron @ u paauyc r HE U3MEHSIIH.
B sTOoM cnyuae, MopenupoBaHUE MPOBOIWIM MJIs
oOpasioB crneayromero pamepa 20x20x60 mm u
20%x20x230 mm.

TennoBoit 3ddexkr nepopmanuu HE YUYUTHIBAIH
BCJIEJICTBHE HHU3KOM ckopocTu nedopmupoBanus (1
mm/s).

Jns oueHku >(dexTa yHpouHEHHS HCCIEAYEeMOro
MaTepuasa UCIOoJIb30BaJIi KPUBYIO, MOIYYEHHYIO 10
pe3yibraTaM ~ UCOBITAaHUH  HAa  CXKaTHE |
MpEeICTaBICHHYIO B pa3zaene 4.1.

MonenupoBaHie BBIOIHSAETCS JJIsI OJHOTO IIMKIIA
PKVB.

4 RESULTS AND DISCUSSION
4.1 Hardening effect of alloy AA3003

Jns omnMcaHus — OKCIEPUMEHTAIbHOM  KPUBOH
ynpouHeHus crmiaBa AA3003, mnosydyeHHOW MO
pe3yJsibTaTaM MCIBITAaHUM Ha CKaTHUe, UCTOJIb30BAIN
3aBUCUMOCTB:!

o; = A+ Be N16i 1 ComN28I (5)
where o; = the effective stress (flow stress), 4, B, Ny,
C, N, = coefficients: 4 = 131 MPa, B = -61 MPa, N;
=3.92, C=4.5 MPa, N, = 10.

Ha Fig. 3 npezacraBieHa KpuBasi yIpOYHCHHS CIUIaBa
AA3003 B cOOTBETCTBUU C ypaBHEHUEM (5).
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Fig. 3. Hardening curve of alloy AA3003.
4.2 Microstructure analysis

MUKpPOCTPYKTYpHBI ~ aHauu3  MPOBOAWICS  Ha
MIPOCBEUMBAIOIIEM 3JIEKTPOHHOM MUKpockone JEM
200 CX.

beimn miccnienoBanbl 00pa3iel mociae 2 U S MUKIOB
PKVII. Cpennuii pazmep 3epHa Mocie JBYX IIUKIOB
PKVII cocraBmn 4.5 MxMm, a mociie 5 IHKIOB — 3
MKM. Takum o0Opa3oM, OCHOBHOE W3MEHEHUE
cTpyKTyphl criaBa AA3003 mporCcXOIUT Ha MEPBBIX
nByx nukinax PKVYIIL

4.3 Estimation of effective strain value

Bemuunna HaKOIUICHHOM nedopMmarnum,
ONpeleNeHHass OJKCHEPUMEHTAIBHO IO  METOILY
KOOPJIMHATHOM CETKH Mg ojfHoro uukia (N=1)
PKVII cocraBmsier £=0.82. ns 2, 3, 4 u 5 UKIOB
3HaueHue JedopMallii, COOTBETCTBEHHO pPaBHO
&=1.64; 2.46; 3.28; 4.10.

CpaBHUM TMOJIYy4EHHOE 3HAYEHUE HAKOIUJICHHOH
nedopmaruu 3a onuH 1wkl PKVYII co 3nadeHusimu,
MOJTyYa€MBbIMHU o ypaBHEHUSAM (1)-(3),
cootBeTcTBeHHO: £=1.15; £§=0.91; £=0.907.
[IprunHa pacxokaeHus 3HAYEHUN & CBs3aHa C
orpannyeHussiMu ypaBHeHudd (1)-(3), o KOTOpbIX
roBopujiocb B pazzaene 1. Meroa KoopauHaTHOM
CEeTKM TIO3BOJISIET Y4YECTh BIMSHUE Ha & Kak
FEOMETPUM KaHajla B MaTpHIlE, TaK U KOHTAKTHBIX
YCJIOBHUU.

4.4 Effect of sample size

Ha puc. 4 npusenensl rpapuku 3aBUCHMOCTH
CpelHel BeJMYMHbBI HAaKOIUIEHHOH edopManuu ams
LEHTPAIbHOW  00JacTH  MPOJOJIBHOIO  CEYEHUs
o0pa3iua oT COOTHOILIEHUs ero pa3mepoB L/D.
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Fig. 4. Effective strain versus sample scale L/D.

Ha HAYaJIbHOM y4acTke 3aBHCUMOCTH,
IIPEACTABICHHOU Ha Fig.4, YMEHBIICHUE
HaKOIUIEHHON AedopMariii MOXKET OBITh CBSI3aHO,
IpU IPOYMX PABHBIX YCIOBUSAX, C BIHMSIHHUEM
KOHIIEBBIX ~ oOjacTeli  oOpasma, B  KOTOPBIX
negopmanusi  pacrpenensieTcss — HepaBHOMEPHO.
[Tpuuem, yeM MeHblIe IMHA 00pasla, TeM MEHbIEe
NPOTSDKEHHOCTh LIEHTPAJIbHOM 00JIaCTH, B KOTOPOM
pacnpezenenue aepopmai paBHOMEPHOE.

4.5 Effect of die geometry

Ha pwuc. 5 npuBenensl TpaduKku 3aBHCUMOCTH
CpelHel BeIMYUHBI HAKOTUICHHOH nedopManuu ass
IEHTPAIBHOW  00JIaCTU  TIPOJIOJIBHOTO  CEUCHHUS
oOpa3slia OT BeJTUYUHKI paaunyca R.
—=— zample 20x20x60 mm ‘
1,24 +__—t—sample 20x20x230 mm_
£ 1,04
£
2
E 0,8
&
0,6
5 10 15 20 25 30
Radius R, mm
Fig. 5. Effective strain versus radius R.
Pacxoxnenus B 3HAUYCHUAX HaKOIUICHHOM

neopManuu CBsi3aHbl ¢ TeM, uTo popmyina Iwahashi
NOJIy4YeHa NpU YCIOBUU IepOpMHpOBaHUS 0Opasla
B OTCYTCTBUM  KOHTakTHoro TpeHus. Ilpu
monenupoBanuu PKVII B cucreme QFORM Tpenne
YUUTBHIBAIN U CYUTAJIN €TO MOCTOSHHBIM. Y paBHEHHE
Cerana, kak TOBOPMUJIOCH BBIIIE, HE YYUTHIBAET
BIIMSIHHUE pajnyca R, a cienoBarenbHO U ¥, a Takxke
KOHTAKTHOT'O TPEHUS HA BEIUUYUHY &.

5 CONCLUSIONS

[IpoBeneHO OKCIEPUMEHTAIBHOE H  YHUCJICHHOE
nccnemoanre PKVII  amroMuHHeBOro  crnuiaBa
AA3003 B ycroBusX XoOJIOHHOW nedopmaruu.
[Ipou3BeneHa OLEHKAa TOYHOCTU  OIpPEACIICHUS

HAKOIUICHHOM nedopmanuu pa3andyHbIMH METOIAMH.
OrmpeziesieHbl  OCHOBHBIE TMPUYUHBI  PACXOXKICHUM
MEXY ONBITHBIMU U TEOPETUYECKUMHU 3HAYEHUSMHU
HaKoIJIeHHON paedopmanmu. lccnenoBano Takxke
ynpouHeHue cminaBa AA3003 u uU3MEHEHue ero
cTpykTypsl nocine 5 nukiaoB PKVII. Pasmep 3epna
nocie 5 nukiaa PKVYII cocraBuir 3 MkM.
[IpencraBnsercs aKTyaJIbHBIM MIPOBEICHUS
yuciaeHHoro uccnegoBanuss PKVYII ¢ yuerom
TeroBoro 3dgdexra aedopmaruu.
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