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Numberical Simulation on Effect of Extrusion Speed on Sheathed Extrusion Process of
TizAl-Based Alloy

LIU Shi-biao, WANG Ke-lu, LU Shi-giang, LI Xin, XU Qiu-xi

(Nanchang Hangkong University, Nanchang 330063, China)

ABSTRACT: The paper aims to study influence rule of extrusion speed on sheathed extrusion process of TizAl-based alloy. The
sheathed extrusion process of Ti;Al-based alloy was simulated using numberical simulation technique in Deform-2D finite ele-
ment software. The higher the extrusion speed was, the higher temperature and effective strain of billets and sheath were, and
the larger extrusion ratio of billets forming was; the extrusion speed had minor influence on equivalent stress field of billets and
die load within the scope of simulated extrusion speed. The extrusion speed must be controlled to obtain a good match between
temperture and strain rate of billets, so as to further improve uniformity of billets forming, reduce die load and stress of billets,
and provide reference for sheathed extrusion cogging process of TizAl-based alloy.
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Fig.2 Temperature field at different extrusion speeds
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Fig.3 Equivalent stress field at different extrusion speeds
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Fig.4 Equivalent strain field at different extrusion speeds
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