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SIMULATION OF COMBINED PROCESS OF ROD EXTROLLING
IN THREE-ROLL MILL USING Deform-3D

Abstract. In the article, using the Deform 3D program, a computer simulation of the combined screw rolling
process and pressing of the billet in the continuous pressing device was performed and the calculated values of the
stress-strain state of the metal ponds are presented. An analysis of the stress-strain state of a metal during defor-
mation in a continuous-pressing device with different drawing coefficients has been made. It is noted that in the first
stage of deformation in the continuous pressing device, the stress and deformation intensities are localized on the
surface of the workpiece, and in the subsequent stages of pressing these values are concentrated in the central zones
of the workpiece.

It is shown that when compressing in a new device, due to the reversal of zones with the maximum stress and
deformation intensities along the section of the workpiece, the macro-shear deformations are developed intensively,
and as result they cause deep changes in the structure of the metal, due to transgender sliding.

Key words: computer simulation, combined process, equipment for continuous compaction, stress-strain state,
shear deformation, fine-grain structure.

Introduction. The demand for technology of pressure treatment enabling the arrangement of cost-
effective production of small- and medium-batch items has grown up in recent times. Herewith the
essential requirements are accuracy of forms, cross-sectional dimensions and establishment of regulated
structure in raw materials.

The production of round long half-finished product in metallurgic and metal-processing plants by
screw rolling serves as an example of such technology.

It should be noted that the combined processes of pressure metal treatment (PMT) are used widely in
aforesaid producing operations in current times [1]. The significant engineering of material structure and
manufacture of items with high mechanical and performance properties is peculiar to combined processes
of pressure metal treatment.

It is known that the designing of combined processes of pressure metal treatment is related to solution
of such technical and process tasks as selection of temperature-speed rates of deformation and power
processing parameters, assessment of the impact of strain distribution on structure and properties of
resulting product as well as design engineering of instrument [2]. Despite the engineers aiming to process
engineering with uniform distribution of stress-strain state (SSS) throughout deformable raw part, the
uniform distribution of SSS fails to be achieved in real PMT processes. This leads to non-uniform work up
of material structure, its uneven-grained structure and mechanical anisotropy.

According to the authors of works [3,4], the deformations during rolling in cross-rolling mills has a
complicated nature, so much the more it is hard to anticipate the nature of SSS ofraw part during
concatenation of screw rolling and compaction processes. For this reason, the study of severe plastic
deformation (SPD) impact on metal structure of rollable product and determination of SSS nature and its
impact on quality of resulting rods in rolling mills of “cross rolling and compaction” combined process is
a relevant object.
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In reference with the above, the current studies in the area of combined processes of PMT should be
performed towards development of process enabling the management of structure and properties of metal
in resulting items at various processing stages of combined processes [5].

According to the authors of work [6] the employment of mathematic simulation tools is the most
advanced line of research for PMT processes. In their view, it allows, firstly, conducting the detailed and
multi-factor analysis of impact of SSS and temperature-speed rates of deformation on product properties
and, secondly, substantially reduced expenses and time for pursuance of research.

At the present time the CAE-systems based on finite element method (FEM) are widely used as the
tools of mathematic simulation of operating procedures [7]. This method allows studying of SSS in any
point of ductile sample with pin-point accuracy with account of rheological peculiarities of its materials.
The application of FEM allows without considerable amount of assumptions and limitations to build the
improved mathematical models including three-dimensional (3D). Therefore, using FEM the obtained
results are more objective. FEM is a universal method having simple basic physics and mathematical
form, which is implemented using flexible algorithm well-adapted for solution on computing machine.

With application of CAE-system the PMT processes have been actively studied within the last 15 —
20 years. The powerful software packages such as ANSYS, LS-DYNA, NASTRAN, COSMOS, DeForm
and QForm enabling to simulate such PMT processes as rolling, compaction, bulk forming, upsetting, ctc.
have appeared within this period [7]. Currently the researches have gained a vast experience in deve-
lopment of geometric models of instruments and raw parts, determination of components of stress and
deformation tensors, strain rates, temperature fields at each point of deformable raw part, calculation of
equipment power parameters. The gained experience in application of mathematic simulation tools has
allowed taking the designing of PMT operating procedures to new scientific level, particularly, the critical
task has appeared-having changed the parameters of SSS, temperature and speed to forecast and manage
the properties in resulting product.

The following objective was set in this work: to design the combined process of high quality rods
manufacture by calculation and uniform distribution of shear strain degree. The basis of the method
consists in quantitative measurement of grain size depending on value and distribution of shearing strain
degree in raw part during combined process of PMT.

It is important to note that for implementation of this method it is necessary to have functional
relationship connecting the variables of heating and SSS processes with metal structure and properties.
The obtaining of similar relationship requires the carrying out of large volume of experimental
investigations. Therewith, the obtained dependencies will be fair for each individual group of materials
under examination only.

Not withstanding the foregoing, the CAE-systems (DEFORM-3D program) having programming
units enabling to perform the detailed analysis of [9] as well as functional relations [7] have been appeared
in current time and regardless of the fact that averaged characteristics are used as initial parameters for
employed material and the state of its initial structure is disregarded, this program and functional relations
have produced the consistent results. The certainty of calculations and efficiency of DEFORM-3D appli-
cation for computer simulation of process of rolling, black smithing and pressing confirms the experience
of the leading industrial companies of Japan, USA and EU.

Materials and experimental technique. The new equipment of cross rolling, where the rods
manufacture is performed continuously by concatenation of rolling and compaction processes is suggested
in the work [10].

The equipment for continuous compaction of rods contains the main drive gear, reduction mill, rolls
rotating in all directions and press die body. The rolls have the smooth and corrugated-conic sections of
biting and drafting, accordingly and gauging cylindrical sections. At that the cusps and scallops of rolls
having equal width and thus height and depth are made along helical curve with the angle between a line
tangent to helical curve and line going through tangency point along forming perpendicular to roll
foundation equal 45 to 60°.

The compaction of rods is performed as follows. The raw part is delivered to the roll opening and
deformed with cusps and scallops of corrugated-conic sections of rolls during rotation of rolls in the same
direction. The rolls having rotated by own rotating motion move the wrought metal translationally and
press out the press die bodies through its holes.
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Figure 1 — Equipment for continuous compaction of rods:
1 — reductionmill, 2 and 3 —rolls; 4 — die body; 5 — raw part; 6 and 7 — cusps and scallops of rolls; 8 — hole for press die body

The rolling of raw part in corrugated-conic sections of rolls during rotation of rolls in one direction
ensure the translation and rotational motion of raw part in the direction of rolling, effective structure
refinement throughout the cross-section of raw part by means of development of shearing strain and
decrease of roll force. Effective structure refinement ensures the recovery of quality product.

The finite element method using which the concerned process has been simulated was used for the
analysis of SSS of metal. The DEFORM-3D [9] software package was applied as problem solver system.
3D geometrical model of raw part and instruments was constructed in the Compass CAD program and
imported to the DEFORM-3D CAE program.

In such a manner, the elements of system in considered process is a 3D installation consisting of rolls,
raw part, press die body, liners created in Compass. The file exported from CAD Compass 3D of *stl
format was downloaded to the Pre-processor DEFORM-3D. The combined process was simulated in 3D
environment with breakdown of raw part in 4 nodal elements (CTETRA). 2439 elements and 3096 nodes
were required for the raw part model. Diameter of raw part — 30 mm, length of raw part — 200 mm,
diameter of rolls in slots is 65 mm, and stud — 70 mm. The length of roll body is 85mm, feed angle — 6°,
toe angle — 20°, diameter of discharge point of die body — 24 mm.

The work material — titanium alloy BT6 was set after download of geometrical arrangement to the
Pre-processor DEFORM-3D. The rheological properties have been set from the data base of
“MSC.SuperForge” software package. At that the work material was accepted as isotropic visco-plastic
with non-linear age-hardening (BISO). The instruments were treated as perfectly rigid bodies. The friction
was described according to Siebel law for the “roll-raw part” pair — 0.2; for “raw part-guide conduit”
pair — 0.3; for the “raw part-die body” pair - 0.2; for the “pusher mechanism-raw part” pair — 0.3. The
temperature of raw part was assigned as equal to 960 °C, temperature of rolls - 20 °C. The rolls rotational
velocity was equal to 72 rpm. The calculation was performed with account of heat exchange between the
raw part and rolls. During compaction, the c¢longation ratio was varied in the range of 1.2 — 1.6 with
interval 0.2.

The “DEFORM-3D” program was activated. The displacement, conditions of compatibility of strain
components, tensor components, rate of strain, components of stress, strain intensity, stress intensity,
temperature distribution by volume of raw part have been calculated by step-by-step method.

Results and discussion. The pattern of strain intensity distribution in the raw part during rods
compaction in the equipment for continuous compaction is shown on Figure 2. The temperature of raw
part heating is 960 °C.
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Figure 2 — The pattem of severe deformation distribution along
the cross section of raw part during continuous compaction of rods in new equipment of cross rolling with elongation ratio 1.2

On the basis of obtained results ofnumerical simulation it was established that:

- stress and strain intensity during deformation of round raw part in the equipment for continuous
compaction is focused in the initial stage of processing in surface areas of raw part, and with the increase
of drafting due to occurrence of friction force the focus of stress and strain intensity is transferred to
central areas of a raw part;

- in the process of deformation the stress and strain in tensity along the cross section of raw part
equalizes, i.e. during rotational and translational movement of raw part the transfer of sections with
localization of stress and strain intensity from the surface to the center leads to equilibrium distribution of
summarized rate of shearing strain along the cross section of raw part;

- gradual transfer of areas with localization of stress and strain from the surface area to central arca of
a raw part leads to elevation of heat evolution in these areas;

- rotational and translation movement of a raw part leads to the turn of sections with maximum stress
and strain along the cross section of a raw part;

- during compaction of round raw part in equipment for continuous compaction, due to turn of areas
with maximum stress and strain along the cross section of raw part, the macro-shearing deformations
causing pervasive changes of metal structure by deformation zone by means of refinement of initial metal
structure develop extensively;

- maximum possible shear is implemented with ratio of stud width to the slot width equal to 0.8...0.9;

- pattern of stress components distribution is testimony to the fact that tensile stress small in size
appear in the core zone of pressed raw part. The effect of these stresses on raw part metal under certain
condition may lead to appearance of defects in the central arca of raw part. However, during subsequent
uniform compression of raw part metal in the die body of equipment will lead to welding-up of these
defects;

- during the compaction process in new equipment the temperature in areas of deformation
localization increases, at that the area with elevated temperature also shifts along the deformation zone;

- in the areas of instrument contact with the raw part, the metal temperature drops to 900...920 °C;

-increase of level and homogeneity of metal mechanical propertics as well as lowering of its
anisotropy of properties is a consequence of refinement of initial metal structure.

In such a manner, according to simulation results the obtained patterns of distribution for strain and
stress intensity have shown that during compaction of round raw part in combined screw-shaped rolls and
cylindrical die the value and nature of shearing strains varies significantly. The application of new
continuous compaction equipment makes it possible to provide the additional macro shears in deformable
material.

It is known that application of macro-shearing strains of cast products affords an opportunity with
compressions only by 8 — 10 % to ensure the high quality gross structure of metal out of steel and alloy
[11-13]. The effectiveness of macro-shearing strains impact on metal structure is related to actions taking
place along the planes (surfaces) of macro-shear in micro-level [11-13]. The slide curves residing within
240
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the macro-shear bands penetrate through the entire grain. It is found [11-13], that during the process of
plastic straining with additional macro shears the trans grain sliding taking place on the surface of macro
shears of displacement appears. At that, the microsliding takes place in all grains being on these surfaces,
in one direction regardless of orientation of sliding planes in metal grains and grain junction lines.

Thus, the macro-shearing strains cause pervasive changes in metal structure by means of trans-grain
sliding, independent on crystal orientation of grains; result of these changes is increase of level and
uniform quality of metal mechanical properties as well as lowering of its anisotropy.

The analysis of diagrams of strain intensity variation /" along the section of deformable raw part
during compaction in combined equipment suggests that during compaction with elongation ratio 1.2 the
strain intensity has the largest values in the surface area of pressed raw part (Figure 3, where D; — distance
to the studied point by diameter of raw part; D, — diameter of raw part, ¢; — rotation angle to studies point
along cross section of raw part; g, = 360° — angle of full circle of raw part). Thein crease of elongation
ratio up to 1.6 leads to aligning of strain intensity along cross section of deformable raw part (Figure 4).
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Figure 3 — Distribution of I" along cross section of raw part during compaction
in combined equipment with elongation ratio 1.2
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Figure 4 — Distribution of I" along cross section of a raw part during compaction
in combined equipment with elongation ratio 1.6
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The model of globularization for BT6 titanium alloy under Johnson-Male-Avraami-Kolmogorov,
obtained in the work [14], was used for study of microstructural evolution. The calculation of volume ratio
and mean size of equiaxial grain structure of BT6 titanium alloy have been performed according to these
model.

During calculation the initial grain size was set as equal to 15 micron according to GOST 26492-85.
The initial structure of raw parts was taken as lamellate.

The critical strain required for formation of globular grains was determined according to formula:
& = a1&,, where a; = 1 — constant rate [14]; &, = 0.5 — strain intensity where in the formation of globular
grains starts.

The volume ratio of globular grains of a-phase was calculated using Avraami equation [14]:

k
A
Xrele_exp _ﬁd[[\_] >

0,5
where f; and k£ — constants of materials (values of materials constants are given in Table [14]);

Ao,s =a,e™ . degree of strain wherein 50 % recrystallization takes place in the metal structure; a, and
m, — empirical parameters enabling to determine the impact of strain rate on formation of globular grains

[14];€ - strain rate, ¢

Parameters of microstructural model for BT6 alloy

t,°C ay m Ba k az n m,

1250 1,1 0,01 0,734 5,034 1,168 -0,325 -0,127
1000 1,1 0,01 0,734 5,034 1,168 -0,325 -0,127
980 1.1 0,01 0,734 5,034 1,168 -0,325 -0,127
850 1,16 0,01 0,734 5,034 1,997 -0,595 -0,058
780 1,321 0,01 0,734 5,034 2,294 -0,424 -0,101

The mean size of globular grain was calculated using the formula [14]:

d ex = a3A”16"””1 > lf drex>d0; then drex = doa

#

where as, ny, m,— empirical parameters considering the impact of strain rate and degree [153].
The following equation was used for determination of average grain size for a-phase [14]:

de = Xrex : drex + (1 _Xrex)do'

The start of globularization takes place with strain degree g, = 0.5.

The change of globular grains share in the structure after compaction in new equipment with various
clongation is shown in the Figure 5. From the picture it is apparent that after compressions in proposed
equipment with elongation ratio 1.2 under temperature 960 °C the share of globular grains along the cross
section of raw part amounts to 0.431...0.867. At that, because of large value of shearing strain rate in
surface areas and arcas adjacent to surface arcas of raw part the grain globularization passes almost
completely. However, because of small value of shearing strain rate in central areas of raw part, the grain
globularization in these areas passes incompletely.

Following the compaction in new equipment under temperature 960 °C with elongation ratio 1.4 the
share of globular grains along the cross section of raw part amount to 0.614..0.948, ie. due to
accumulation of shearing strain rate along the cross section of raw part the grain globularization passes
almost completely.

During the process of deformation in the continuous compaction equipment with elongation ratio 1.6
and more, the areas of deformation zones obtain the sufficient deformation to the end that the structure
was fully converted from lamellate to globular (Figure 5).
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Figure 5 — Graph of variance of volume ratio in globular structure during production of rods by extrolling combined process

The variance of medium size of globular grain by transitions is presented in the Figure 6. In the
process of compaction in new equipment with e¢longation ratio 1.2 and 1.4 the mean size of globular grain
equals, accordingly: 6.954...9.247 micron and 4.861...5.243 micron. After processing in equipment for
continuous compaction with elongation ratio 1.6 the finely grained uniform structure with medium size of
globular grain 0.563...1.237 micron is formed.

In such a manner, the globularization of grains in the course of processing according to proposed
operating procedure takes place almost throughout the rollable rod. Herewith, the finely grained
homogenous micro pattern, which allows for improvement of titanium alloys quality, is resulted from in
new equipment after pressing.

Hence, it appears that for production of rods with fine-grained structure out of BT6 alloy, it is
possible to recommend its compaction in new equipment for continuous compaction out of pretreated
primary raw part. The preliminary compaction in new equipment with elongation ratio 1.2 — 1.6 makes
possible to redistribute and spread evenly the rate of shear deformation along the cross section of raw part.
This, on one hand increases the value of shearing strain causing the refinement of initial structure, and on
the other — reduces the risk of formation of coarse grained structure peculiar to compaction of rods
according to existing technology.
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Figure 6 — Graph of variance of medium size globular grain during production of rods by the extrolling combined process
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Conclusion. On the basis of the foregoing, it can be noted that

- at first stage of deformation in the continuous compaction equipment the stress and strain intensity
arc focused at the surface of raw part, and at the following stages of compaction these values concentrate
in central areas of raw part;

- during compaction in new equipment due to turn of areas with maximum intensive stress and strain
along the cross section of raw part the macro-shearing deformations causing pervasive changes in the
metal structure by means of trans-grain sliding build up extensively;

- intensive grinding of metal structure and there by increase of level and homogeneity of metal-
mechanical properties as well as decrease of its properties anisotropy is a consequence of macro-shearing
strain development;

- application of new equipment for continuous compaction of rods in production will ensure there
covery of fire-grain and homogenous structure, with volume ratio of globular structure equal to 1.0 and
thus high mechanical properties.
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. Deform-3D KOMEI'IMEH YIIBLIIKTI OPHAKTA IIBIBBIKThBI
KAUMAJANI-BACITAKTAUTBIH ChIMCTBIPBLIJIFAH NPOIECTI MOAEJJAEY

Annotamust. Makanaga Deform 3D GarmapaaMackl KOMETIMCH Y3IIKCi3 OaCTaKTaHTHIH KOHIBIPFBIAA JAHBIH-
JAMaHBI Oypan HIeMACHTIH jkoHE OACTAKTAHTHIHCHBIMCTBIPBLUIFAH IHPOLECC KOMITBIOTEPII MOJCIBACHIN, IIBIOBIK
MCTaNBIHAA Taima OOJATHIH KEpHEYJi-ae(opMANsIsl KYHIIH SCENTeNill ANBIHFAH MOHI KeNTipiireH. Y3mikci3
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OacmakTaHThIH KOHABIPFBLIA JAMBIHAAMAHBI OPTIYPII KepMeyIeyMeH ae(hopMalusUIaFanaa MeTanaa nainma 6onaThH
KEpHEY Ti-1e(popMaMsIbl KYH TalgaHFAH. Y3OIKCI3 OACHAKTAHTBIH KOHABIPFBIAA JalfibIHIAMAHBI OACHAKTaYbIH
OipiHIII CATBICBIHIA KEPHEY MEH Ae()OpPMALMIHBIH KApKbIHIBUIBEBI JaWbIHIAMAHBIH OCTKI >KarbHAA, aax Oacmak-
TayIblH KEJeCl CaThUIapblHAA AHTHUIFAH MOJIIEPJICP MAaWbIHIAMAHBIH OPTAIbIK aWMAKTAPbIHAA INOFBIPIAHATHIH
JKYMBICTa aHbIKTATFaH. JKaHa KOHIBIPFBIIA OacmakraraH Ke3A¢ KEpHEY MEH Ac(hOpMALMSHBIH MAaKCHMAIBIBI Kap-
KbIH/BLTBIFBI OPHATACKAH aliMaKTap OypbIIAaThIH OOJNFAHIBIKTAH, JAHBIHIAMAHBIH KUMAachl OOHBIHINA MAKPOBEFBICY
nedopManmsAChl KAPKBIHABI JAMUTBHIHABIFBI MaKanana kepceTinreH. byHnai aeopmanust TPaHCTYHIPLIKTI CBIPFY
€CceOIHCH METAILT KYPBUIBIMBIH KATTHI ©3TCPTETIHAI KYMBICTA TAOBLIFAH.

TyiiiH co3aep: KOMIBIOTESPIT MOACIIBACY, CHIMCTBIPBIIFAH MPOLECC, Y3AIKCi3 OaCmaKTalThIH MPOLIECC, KCPHEY.Ti-
Jae(OpMALHSIBL KYH, BIFBICY AC()OPMAIMACHL, YCAKTYHIPIIIKTI KYPBLIBIM.
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MOJAEJHUPOBAHHUE COBMEHNIEHHOI'O NIPOIECCA MPOKATKH-TIPECCOBAHUA IPYTKA
B TPEXBAJKOBOM CTAHE C TIOMOIIBIO Deform-3D

Annotamust. B cratee, ¢ ucnosp3oBanneM nporpammbl Deform 3D, mpon3BeICHO KOMITBEOTEPHOE MOJCIIH-
POBaHKE COBMELICHHOTO MMPOLECCa BUHTOBON MPOKATKU M MPECCOBAHUSA 3arOTOBKH B YCTPOHCTBE AJIA HEMPEPHIBHOTO
NPECCOBAHUS, W TPEACTABICHB PACCUMTAHHBIC 3HAYCHHS HANPSLKCHHO-AC(OPMUPYEMOTO0 COCTOSHHSA METaIa
npyTKoB. [Ipom3BeneH aHAMHM3 HANPHKECHHO-IC(OPMHPOBAHHOTO COCTOSHHSA METaula NpH AC(HOPMUPOBAHUH B
VYCTPOWCTBE HEMPEPHIBHOTO HMPECCOBAHUM C PA3THYHBIM KOI(D(PUIHEHTOM BBHITSDKKH. OTMEUEHO, YTO HA IEPBOM
sTane Ac(HOPMHUPOBAHUI B YCTPOWCTBE HEIPEPHIBHOTO IMPESCCOBAHMA MHTCHCHBHOCTH HANPSDKCHHH M AchopManum
JOKAIM3YIOTCA HA NMOBCPXHOCTH 3arOTOBKH, 4 B IOCICAYHOLIMX 3Talax NPECCOBAHUA JAHHBIC BCIMYHMHBI COCP-
€I0TAYMBAIOTCA B LICHTPAJIBHBIX 30HAX 3aroTOBKM. IT0Ka3aHO, YTO NpH NMPECCOBAHHMHM B HOBOM YCTPOMCTBE M3-3a
Pa3BOPOTA 30H C MAKCUMAJIBHBIM HHTCHCHBHBIM HAPSDKCHHEM H Je(opMarmeii Mo CEUCHHIO 3aTOTOBKH HHTCHCHBHO
Pa3BUBAOTCS MAKPOCABHIOBBIC Ac(hOPMALMK, BBI3BIBAIOINKC INIyOOKHE M3MCHEHHS B CTPYKTYPE METaUIa 3a CYET
TPAHC3EPCHHOIO CKOJIbKCHUS.

Kmrouenble ¢J10Ba: KOMIBIOTEPHOE MOJICTHPOBAHHE, COBMCHICHHBIH MPOIECC, YCTPOHCTBO I HEMPEPHIBHOTO
TPECCOBAHUA, HANIPSKEHHO-AS(DOPMHUPOBAHHOE COCTOAHUE, CABHTOBAA Ae(hOpMALIU, METIKO3EPHHUCTAA CTPYKTYpa.
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