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INFLUENCE OF TECHNOLOGICAL PARAMETERS OF ROLLING
IN SCREW-SHAPED ROLLS AND LONGITUDINAL WEDGE MILL
ON FORMATION OF NANO-STRUCTURE
IN THIN SHEETS FROM ALUMINUM AD31ALLOY

Abstract. New technology for the production of sheet metal with a nanostructure is presented in the article.
Screw-shaped roll was used to develop severe plastic deformation and therefore to obtain nanostructure. The stress-
strain state (SSS) of the workpiece during rolling in screw-rolled rolls and longitudinal-wedge mill (LWM) was in-
vestigated. Finite element method and the MSC.SuperForge software were exploited to obtain quantitative data and
establishthe main distribution regularities of SSS and temperature during modelling of rolling process in the screw-
shaped roll and LWM with different number of passes and single reduction. A rational technology of rolling of
aluminum AD31 alloy has been developed andtested under the laboratory conditions. Analysis of the influence of the
rolling modes in screw-shaped rolls and LWM on the formation of nanostructures in an aluminum AD31 alloy was in
particular interest.

Keywords: aluminum alloys, nanostructure, rolling, stress-strain state, numerical simulation, intensity of
stresses and deformations, single reduction.

Introduction. The progress in the development of aviation, machinery construction and other indus-
tries is largely ensured by the development of new materials and the technology of manufacturing various
products made from them, including rolled sheet products [1]. Nowadays rate of specific weight of aircraft
equipment is achieved due to use of aluminum and titanium alloys of high strength, low density and high
corrosion resistance.

It should be noted that one of the main factors influencing into the level and anisotropy of the pro-
perties of sheet material from aluminum alloys, obtained by the existing technology, is the nonuniformity
of deformation in different parts of the workpiece [2]. Therefore, to create scientifically grounded modes
of deformation of aluminum alloys, it is necessary to develop new methods or tools to reduce the
nonuniformitydistribution of deformation.

To obtain high-quality strips with a nanostructure, without significant changes in their dimensions,
severe plastic deformation methods (SPD) can be used, such as: torsion under high quasi-hydrostatic
pressure, equal-channel angular pressing, overall isothermal forging and radial shear rolling, etc. [3-9].
SPD methods are mainly realizedby macro-sheardeformations, with a total degree of more than 2-3.
Macro-shear deformations cause changes in the structure of the metal due to transgrained sliding, which
does not depend on the crystalline orientation of the grains. The result of these changes is an increase of
the level and uniformity of metal mechanical properties, as well as a decrease of their anisotropy.

In the above given works and other researches of the last decade [10-13], it has been shown that
nanostructured by SPD method materials have very high physical and mechanical properties. In this case,
metals and alloys with submicro- and nanocrystalline structure exhibit unusually high and useful strengths
and plasticity.
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Intensive macro-shears in the process of sheet rolling can be provided by different technological and
constructive methods [14]: the use of workpieces and rolls with a wavy or corrugated surface, asymmetric
rolling, uneven cooling of rolling in its thickness and width, by using of crossed rolls, and the rolls with a
ledge on surface, etc. The authors of work [14] note that in all these cases, intensive macro shears are
achieved as a result of local deformation effects on the rolling metal.

The Japanese company “JFE Steel” offered a method of multiple consecutive alternating bending of
the steel strip after hot rolling [15]. It can be seen from the materials of the work that, in contrast to usual
rolling, the use of alternating bending makes it possible to roll a sheet workpiece without changing its
thickness. Therefore, this method allows deforming the sheet workpiece by cyclic bending unlimited
number of times. This makes it possible to obtain hot-rolled strips with an ultrafine-grained structure.
According to the authors of work [15], this method of rolling can be used in industry to raise the quality of
rolled metal.

Thus, in order to increase the quality of sheet roll products, many new constructions of rolls and tool
shapes have been offered. However, many rolls and tools have not found wide application in production
due to the following reasons: the complexity of their manufacture; the difficulty of installing them on
rolling mills, etc.

The purpose of the work is to calculate the stress-strain state (SSS) of deformation during rolling of
sheet metal and its uniform distribution over the volume of the workpiece, as well as development of a
rational technology for rolling of aluminum AD31 alloy.

Materials and the method of experiment. To obtain workpieces with a nanostructure, an instrument
with screw-shaped rolls and a continuous five-cage longitudinal-wedge mill (LWM) for strip rolling were
developed [16, 17].

Instrument for metals rolling contains upper and lower rolls with screw-shaped working surfaces. At
the same time, oppositely placed projections and hollows of the upper and lower roll are made along the
left and right screw-shaped lines, accordingly.

Continuous LWM for rolling sheets made of steels and alloys contains electric motors, reduction
gears, pinion stands, universal spindles, couplings, stands with working and supporting rolls (figure 1). At
the same time, in the first three stands there are two, and in the last two stands, four support rolls. Rotation
of working rolls decreasing in the rolling direction is carried out through bearing stands by five motor-
reducers with an angular velocity @ =v - R (where v is the rolling speed in each mill stand, R is the radius
of working rolls in each mill stand). Herewith, the distance between the stands is increased on the rate of
outrunning, and the adjustment of the distance between working rolls is made by single wormscrewdown
mechanisms located at the top and bottom of the mill stands and bearing stands.

It should be noted that the working rolls in each stand have a constant diameter, and in consecutively
placed stands the diameter of rolls decreases in the direction of the rolling. At the output, a thin strip is cut
or winded into rolls.

For the development of the technological process allowing uniformly distribute the cumulative
deformation, another word to obtain high-quality strips of aluminum AD31alloy, and also to determine the
optimum single squeezing value, the SSS of the workpiece was investigated during rolling in screw-
shaped rolls and LWM.

MSC.SuperForge was used to calculate the SSS of the strip. The three-dimensional geometric model
of the workpiece and rolls was built in the CAD Inventor program and imported into the CAE program
MSC.SuperForge. Three-dimensional (3D) element CTETRA (a four-nodal tetrahedron) was used to create
the finite-element model of the workpiece and rolls. The calculation time of the process was 30-40 minu-
tes on a computer with a clock frequency of 3.4 GHz and 2 GB RAM.

Rectangularsamples with dimension of 6x100x200 mm were used for the calculation. From the
materials database AD31 alloy with a deformationtemperature range of 20-450 °C was assigned. Johnson-
Cook’s elastic plastic model was chosen to model plasticity of the workpiece material. In MSC. Super
Forge for modelinginstruments are taken absolutely rigid and only properties of heat conductivity and heat
transfer are taken into account, whereas mechanical properties are ignored. As the material of the rolls, on
default, tool steel is selected, density and thermal properties of which are also assigned on default. The
rolling process takes place at a room temperature, so the initial temperature of the rolls is assumed equal to
20 °C. The contact between the roll and the workpiece is modeled by the Coulomb friction, the friction
coefficient was 0.3.

— §) ——
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The rolling was carried out according to the following mode: heating up to a temperature of 380 °C,
rolling by four passes in screw-shaped rolls to a thickness of 5.9 mm and rolling at a temperature of
100 °C on a LWMup to a thickness of 1.5 mm.

MSC.SuperForge software has been launching. By stepwise method thedeformation and stress tensor
components and the temperature distribution along the volume of workpiece were calculated. At the same
time, the calculation results are shown by dividing the total deformation time to the four stages (in
percent). The following intervals were selected: the first stage 25, the second stage 50, the third stage 75
and the fourth stage 100 percent from the total deformation time.

In the laboratory conditions a strip rolling was made from aluminum AD3lalloy in screw-shaped
rolls and LWM. The chemical composition of this alloy is shown in table 1.

Tablel — Chemical composition of aluminum AD31alloy

The content of alloying elements, mass. %

Mg Si Cu Mn Cr Fe

0.45-0.50 0.41-0.48 0.001 -0.015 0.001 -0.01 0.001 - 0.003 0.18-0.21

Aluminum AD3]alloy was tested after treatment in screw-shaped rolls and LWM. Mechanical tests
of experimental materials included: static tensile tests to determine the standard characteristics of material,
such as o, o, (052), O, impact viscosity, hardness.

Before the mechanical test, the samples were heat treated, consisting of tempering and subsequent
senescence. The heating temperature for tempering was 450 °C, extracting at this temperature was 2 hours,
cooling was in oil. Senescence was carried out at a temperature 120 °C during 5 hours.

The metallographic analysis was carried out by using an energy-dispersive spectrometer
JINCA ENERGY (England) mounted on a JEOL e¢lectron-probe microanalyzer at an accelerating voltage
25 kV. The range of the JEOL device increases from 40 to 40,000 times. Structural features of the
deformed samples were also researched with the help of transmission electron microscope (TEM)
JEM-2100CX at accelerating voltages 200 kV.

A quantitative analysis of the mechanical propertics and parameters of the defective substructure was
carried out by standard methods [18]. The thin sections for metallographic analysis were prepared
according to the traditional method of grinding and polishing circles. For etching the samples, a
concentrated solution of nitric acid in ethyl alcohol was used. The grain size (D3, micron) was determined
by the secant method (according to measuring ~ 300 grains) under the assumption that the grains have a
spherical form, based upon the average chord value (X) according to formula: D, = 4/m - Xpeq -

Results and discussion. The process of deformation in screw-shaped rolls can be divided into two
stages. In the first stage, the projection of the upper roll bends the strip towards the hollow of the lower
roll. In the second stage, due to the development of torsional stress a macroshift deformation occurs under
the inclined surfaces of the projection or hollows of the rolls.

On figures 1 and 2 the distribution picture of the main stresses is shown, as well as the intensity of
stresses and deformations and the temperature field in the workpiece when rolling in screw-shaped rolls
by the four passes. The temperature of the workpiece heating is 380 °C.

Based on the numerical modelling results, it is established that:

- capture of workpiece by screw-shaped rolls leads to the appearance in the deformation zone
minimalby value stretching o1, and o,, also squeezing o33 stresses;

- further rolling in the screw-shaped rolls leads to the appearance of normal stresses in the defor-
mation zone oy, 033 and o5, changing in range: o;; - from 22.211 to 28.264 MPa (Figure 1, a); o33 - from
—30.569to 21.018 MPa (Figure 1, b); 62, - from — 30.243 to 12.726 MPa (figure 1, ¢);

- at the initial rolling moment stresses and deformations intensity are localized in the zones where the
workpiece and working surfaces of the rolls projections are contacted;

- an increase in a single reductionleads to a shift of stress and deformation intensity accent from the
contact zones to the zones where the strips located under the inclined working surfaces of the rolls projec-
tions and hollows (Figure 2, a, b);
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Figure 1 — Picture of the main stresses distribution in workpiece when rolling in screw-shaped rollers
(temperature of rolling is 380 °C): a — stresso); b — stressoy,; ¢ — stressoas

- duringrolling in screw-shaped rolls, the contact zone of the tool and the strip is cooled (figure 2, ¢),
while in the areas of bending deformations action the temperature slightly rises;

- in the second, third and fourth passes of rolling in screw-shaped rolls, the values of stresses and
deformations intensity increase under inclined sections of projections and hollows of the rolls;

- the developed method of strip rolling in screw-shaped rolls, provides intensive alternating-sign strip
deformation at a slight squeezing;

- the maximum possible shift is realized with a ratio of the width of projection to the width of hollow
equal to 0.8-0.9.

On figures 3 and 4 pictures of deformation and stress intensity, also the temperature pattern at strip
rolling in LWMarepresented. Workpiece heating temperature is 100 °C.

Calculation and analysis of SSS of the workpiece shows, that:

- during the capture of the workpiece by the first, second, third, fourth and fifth stand of LWMsmall
tensile 6,1, squeezing o33 and oy, stresses are generated in the deformation zone;

- further rolling of the workpiece in LWM leads to the appearance of normal stresses 611, 633 and o2,
in the deformation zone, changing in the range: o;; - from -27.008 to 131.287 MPa (Figure 3, a); o33 -
from— 22.852 up to 103.211 MPa (Figure 3, ); oy, - from — 50.958 to — 233.033 MPa (Figure 3, ¢);
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Figure 2 — Picture of stress (a), deformation (b) andthe temperature (¢) intensity distribution
in workpiece at rolling in screw-shaped rolls (rolling temperature 380 °C)

- during the rolling in the first stand of LWM, the intensitics of stresses and deformations are
localized in the zones of metal capture by rolls;

- with increasing of the intensity values of stresses and deformations squeezing, increase in the center
and along the edges of the deformed workpiece;

- continuous rolling of the workpiece in subsequent LWM stands allows gradually to move the arecas
of concentrated deformation from the center into the contact zone of the rolls and the rolled workpiece
(Figure 4, a, b);

- gradual transfer of areas with localization of deformation from the center to the surface leads to a
more even distribution of the accumulated deformation;

- the most even distribution of the total intensity of stresses and deformations along the height and
length of the rolled strip was obtained during rolling with a single squeezing in the first stand, 20%, in the
second stand 18%, in the third stand 13%, in the fourth stand 15%; in the fifth stand 12%;

- rolling in LWM leads to intensive cooling of the strips sections located in the contact zone of the
metal with the roller (figure 4, ¢);

- during the rolling in the second, third, fourth and fifth stands, the sections of the metal with low
temperature move together with the deformation zone (figure 4, ¢).
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Figure 3 — Picture of main stresses distribution along the workpieces during rolling in LWM (rolling temperature is 100 °C):
a — stresscy |, b — stresscy,; ¢ — stresscss

It should be noted that under all conditions of rolling in screw-shaped rolls and LWM, most of the
plastic zone is under a comprehensive uneven squeezing and under some conditions on a small part of the
strips located under the inclined working surfaces of the projections and hollows of the screw-shaped rolls,
and also small tensile stresses appear at the edges of the strips, rolled in LWM;

At the work [19] of above given method a graphic of the limiting plasticitywas constructed and a
calculation of efficiency of plasticity resource (EPR) was made.

The graphic of the limiting plasticity changing (figure 5) shows that the area of maximum plasticity
for the aluminum AD31alloy lies in the temperature range of 300-400 °C.

At temperatures 100 and 200 °C, the aluminum AD31alloy has a high speed hardening and a rela-
tively low level of ultimate plasticity (figure 5). Consequently, this alloy has a reduced technological
deformability.

At temperatures above 300 °C, the increase of & significantly reduces the strain hardening, which
leads to a substantial increase of the aluminum AD31alloy plasticity. The value of Ay(¢)changes at a rate

— §4 ——
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Figure 4 — Picture of intensity distribution of stresses(a), deformation (b) and the temperature (c)
in workpieces at rollingin LWM (rolling temperature is 100 °C)

0.25-2.5 at temperatures up to 300 °C, then in the range from 300 to 400 °C this index reaches values
from 1.25 to 9.1 (figure 5). Consequently, the temperature range from 300 to 400 °C is the best for plastic
deformation of alloy, since at these temperatures the processes of dynamic polygonization and
recrystallization are undergoing,which stabilizes the structural state of the alloy.

In general, the aluminum AD31alloy is characterized by a sufficiently high level of ultimate plasticity
and has a wide range of satisfactory deformability. The value of ultimate plasticity increases with the
increasingtrial temperatureat the examined deformation speeds. In this case, the value of A, is higher for a
lower speed of deformation, when the processes of dynamic weakeningmanage to passfully.

It should be noted that when rolling of screw-shaped rolls and LWM stripes of aluminum AD31alloy,
the degree of use of the plasticity resource does not exceed one, which shows that there is no disturbance
of the continuity of workpiece material in the applied metal processingby pressure (figure 6).

Using received results according to distribution of SSSalong the cross section of the workpiece
during rolling in screw-shaped rolls and on LWM, a technology for manufacturing strips with a nano-
structure was developed. This technology was tested under the laboratory conditions.
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Figure 5 — Curves of limiting plasticity of aluminum AD31 alloy
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Figure 6 — Distributionof EPR on the surfaces of workpieces at stripes rolling inscrew-shaped roll sand LWM
(B; — distance till investigating point along the strip width; B, —width of deformation zone)

Rolling of strips on the mill with screw-shaped rolls and LWM was carried out according to the fol-
lowing modes:

- heating of the workpiece with thickness of 8 mm up to a temperature 380 °C, aging for 2 hours,
rolling with two passes in screw-shaped rolls a thickness of 7.8 mm, heating at a temperature 380 °C,
aging for 30 minutes, rolling with two passes in screw-shaped rolls up to a thickness of 7.6 mm, cooling
and heating at a temperature of 100 °C, aging for 30 minutes, rolling on a five-stand LWM to a thickness
of 1.5 mm;

- heating the workpiece with thickness of § mm up to a temperature 380 °C, aging for 2 hours, rolling
with four passes in screw-shaped rolls up to a thickness of 7.8 mm, heating at a temperature 380 °C, aging
for 30 minutes, rolling with four passes in screw-shaped rolls up to a thickness of 7.6 mm, cooling and
heating at a temperature of 100 ° C, aging for 30 minutes, rolling on a five-stand LWM to a thickness of
1.5 mm;

- heating the workpiece with thickness of § mm up to a temperature 380 °C, aging for 2 hours, rolling
with four passes in screw-shaped rolls up to a thickness of 7.8 mm, heating at a temperature 380 °C, aging
for 30 minutes, rolling with four passes in screw-shaped rolls to a thickness of 7.6 mm, cooling and
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heating at a temperature of 380 ° C, aging for 30 minutes, rolling with four passes in screw-shaped rolls up
to a thickness of 7.4 mm, cooling and heating at a temperature of 100 ° C, aging for 30 minutes, rolling on
a five-stand LWM to a thickness of 1.5 mm;

In the initial state workpiece made of AD31 alloy had non-uniform microstructure, which consisted
of large non-recrystallized grains with a moderate size of ~ 87 micron in longitudinal and ~ 98 micron in
cross directions and located along their boundaries of small grains with size ~ 14-18 micron (figure 7).

Figure 7 — Microstructure of aluminumAD?31 alloy in an initial state: ¢ — longitudinalsection; b — cross section

Investigationof the microstructure showed that rolling in screw-shapedrolls at a temperature of
380 °C with four passes leads to a strong grain fragmentation into the thin strip shearswith width of about
645 — 850 nm. Inside the strips, cross boundaries are formed and multiple micro-twinning develops, as a
result of which the structure is strongly crushed.

In the process of investigation, it was found that after four passes an anisotropic submicrocrystal-
line state forms in the testing alloy- the grain sizes in different directions are 3-4 times different: 5820-
6260 nm in the plane of the parallels (figure 8, @) and 940+1050 nm in the plane perpendicular to the
rolling directions (figure 8, ). In our opinion, this is a consequencetypical for deformation by bendingand
rotations under the pressure of high anisotropydisplacementfield and turnings.

— ipm  JEOL 3/17/2016 — lpm  JEOL 3/17/2016
X 6,000 15.0kV COMPO NOR WD 11.4mm 12:28:21 15.0kV COMPO NOR WD 11.4mm 12:25:32

a) b)

Figure 8 — Microstructure of aluminumAD?31 alloy after rolling with four passes in screw-shaped rolls:
a — longitudinal section; b — cross-section

Rolling of the workpiece at temperature of 100 °C on LWM, that was previously deformed in screw-
shaped rolls with four passes, leads to the formation of a fibrous structure with an ultrafine-grained size.
As a result, stretching the grains in the rolling direction along the entire volume of rolled strip forms a
fibrous structure in the range of ultra-fine grain size and it equals to ~ 3800-4900 nm in the longitudinal
direction of rolling (figure 9, a); ~ 830-950 nm in the cross direction of rolling (figure 9, ). Received
ultrafine-grained structure is characterized by uniform grain size overall the volume of material.
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Figure 9 — Microstructure of aluminumAD?31 alloy after rolling with four passes in screw-shaped rolls and on LWM:
a — longitudinal section; b — cross-section

A different picture is observed in the AD31 alloy when rolling in screw-shaped rolls with eight
passes. It was found that rolling by eight passes at a temperature 380 °C leads to the division of the strip
structure into deformation, intermediate and microstrips consisting of subgrains separated by small and
large-angle boundaries. Consequently, as the number of passes increases, the microstrips are grinded into
parts due to the formation of shear strips, an increase in the share of the large-angle boundaries is
observed, and a mixed structure is formed. In this case, deformation of workpieces at a temperature of
380 °C in screw-shaped rolls with eight passes leads to the formation of a uniform and equiaxedstructure
in the longitudinal and cross sections of the workpiece (figure 10). It is seen from this microstructure that
further grinding of grain-subgrain structure takes place. In the longitudinal section, the grain workpieces
of substructure are definitely stretched along the direction of bending (figure 10,a), while in the cross
section they have an equiaxed shape with an average size of about 680-740 nm (figure 10, ). The density
of dislocations is very high and it was not possible to calculate itsvolume from the images of the
structure.

o, .

L 1pm  JEOL B/2/2016
20.OkV COMPO HOR WD 11.3mm 12:01:50

| 1pm  JEOL 8/2/2016
20.0kV COMPO MNOR WD 11.4mm 12:10:37

a) b)

Figure 10 — Microstructure of aluminumAD31alloy after rolling by eight passes in screw-shaped rolls:
a — longitudinal section; b — cross-section




ISSN 2224-5278 Cepus ceonoeuu u mexnudeckux Hayk. Ne 1. 2018

Thus, at rolling with eight passes the further evolution of the structure takes place, namely, the quan-
tity of lattice and grain-boundary dislocations decreases, and clear contours of extinction appear at grain
boundaries, i.c. all the signs of dynamic return and dynamic recrystallization through a continuous
mechanism appear. As a result of these processes, a UFG structure forms in material,which consist of
crystallites, with size of 680-740 nm.

Consequently, the relaxation of ¢lastic energy during rolling in screw-shaped rolls with eight passes
in AD31 alloy is carried out by two mechanisms: the first is fragmentation and the second is dynamic
recrystallization.

It should be noted that with the increase of the number of rolling passesin screw-shaped rolls, the
grinding of the structure passes not only by twinning, but also by the formation of cellular substructures as
a result of the development of slidingdislocation processes. At large degrees of accumulated deformation,
the boundaries of the former twins and subgrains are transformed into large-angle ones.

Rolling of the obtained strips on the LWM at a temperature 100 °C leads to formation of an ultrafine-
grained structure with an average size from 950 to 1120 nm in the longitudinal section (figure 11, @) and
from 550 to 680 nm of the cross-section of the workpiece (figure 11, ). Obtained UFG structure is
characterized by uniform grain size throughout the entire volume of the rolled strip. On the images of
microstructure after the rolling on LWM, a clear image of the grain boundaries was observed, which
indicates the formation of grains with predominantly large-angle boundaries.

o

= im ToL 8/2/20%6
X 5,000 20.0kV COMPO NOR W 11.4om 12:16:37

a) b)

Figure 11 — Microstructure of aluminumAD31 alloy after rolling with eight passes in screw-shaped rolls and on LWM:
a — longitudinal section; b — cross-section

After rolling by twelve passes in screw-shaped rolls in an aluminum AD31alloy, non-uniform grain-
subgrain structure is formed. Grains and subgrains have a non-equiaxed shape and stretched along the
direction of bending and rotation. The average size of the grain-subgrain elements structure in cross and
longitudinal sections of workpiece is (125+40) nm (figure 12, a). The diffraction image shows that the
nanocrystalline structure contains predominantly high-angle grain boundaries with a non-equilibrium
structure leading to increase of grain boundaries energy.

Microstructural non-uniformity in the volume of workpieces is significantly reduced in the sub-
sequent plastic deformation by rolling in LWM. Rolling with a total squeezing up to 90% leads to the for-
mation of a microstructure with an average characteristic size of almost equiaxed elements = 95+20 nm,
which corresponds to the nanostructured state (figure 12, b).

Naturally, the rolling on LWM at a temperature 100 °C provides additional deformational hardening.
Annealing for 1 hour at 200 °C practically does not change the nature of the microstructure, and the
nanostructural state of the aluminum AD31alloy is preserved, only insignificantly increases an average
grain-subgrain structure, reaching 125+30 nm (figure 13). Increasing of temperature up to 300 °C at the
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a) b)

Figure 12 — Microstructure of aluminumAD31alloy after rolling with twelve passes in screw-shaped rolls and on LWM:
a — after rolling inscrew-shaped rolls; b — after rolling in screw-shaped rolls and on LWM

same duration initiates the process of recrystallization. The growth of an average grain-subgrain structure
becomes more noticeable and composes 145+10 nm. The value of subgrain size after annealing at 400 °C,
compose 18045 nm. After annealing at 450 °C, the grain size increased to 262+48 nm, and after annea-
ling at 500 °C the structure of the aluminum AD31alloy became fine-crystalline with an average grain size
5.3+0.3 micron.

Mechanical properties of the flat samples from AD31alloy were determined at room temperature on
Instron 5882 installation at the rate of deformation 107 s'. Tt is established that the properties of the
AD31alloy, subject to rolling in screw-shaped rolls and on LWM, are significantly higher than the initial
values. In particular, the temporary resistance to break of ogincreases t020%, and the plasticityfor one and
a half time higher than the corresponding parameter of the initial samples (table 2). Such combination of
sufficient strength (op = 255 MPa) and good plasticity (6 = 14%) opens wide possibilities to use this
material in practice.

It is known [20] that an increase of aluminum AD3lalloy strength is achieved when the Mg,Si
particles have a size of not more than 0.25 micron. An analysis of the obtained data showed that when
rolling in screw-shaped rolls and LWM, particles of Mg,Si with size ~ 40+50 nm are formin the structure
of aluminumstrips.
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Figure 13 — Influence of annealing temperature (7, °C)
on the grain-subgrain structure of strips (¢, nm) rolled inscrew-shaped rolls and on LWM
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Thus, after rolling in screw-shaped rolls with twelve passages and LWM in an aluminum alloy AD31,
relatively uniform, equilibrium nanostructure with an average typical size of grain-subgrain structure less
than 100 nm was formed. This structure provides a high statistic strength (o; - 275 MPa, op - up to 295 MPa)
and a good plasticityof aluminumstrips from the AD31alloy under uniaxial tension.

Table 2 — Mechanical properties of AD31 alloy at room temperature

Processing op, MPa Gya, MPa &, % 3, %
Slféliglghzé 2"3?;11? ilnosgrfcw impemillsdt 3P0 285 +4 265+7 | 55402 | 225204
Slféliglghzé iflit\%al\s/[s‘z %Sﬁfgw*haped gl B0 292 42 27045 6206 | 230406
Slféliglghzé t:ﬁvxirﬁsastei ég igew'Shaped rolls at 380°C 2052 | 2752 | 72207 | 247406
Original sample 236 +3 199 £1 35401 17.0+0.2

Conclusion:

1. An uneven equiaxed nanograin with weak signs of deformation texture is formed during hot
(rolling in screw-shaped rolls) and cold rolling (rolling on LWM) of the sheets from the aluminum
AD3lalloy during annecaling in the temperature range 300-400 °C, depending on the composition
accordingto primary recrystallization mechanism;

2. UFG recrystallized structure by the mechanism of primary recrystallization is obtained in hot
(screw-shaped rolls) and cold rolling (LWM) sheets from aluminum AD31lalloy when heating up to a
temperature of 500 °C, aging is 2 hours in oil and age-hardening at temperature 120 °Cduring 5 hours;

3. The rolling in the lower left-screw and upper right-screw rolls with opposite projections and
hollows leads to localization of deformation intensity in the initial stage of rolling in the contact zones of
workpiece, and in subsequent stages - in the zones under the inclined sections of the rollsprojections and
hollows;

4. Concentration of deformation intensity in the contact zones and under the inclined sections of the
rolls projections and hollows assists by means of selection of rational deformation modes of rolling to
obtain strips with a nanosized structure;

5. It is shown that after rolling in screw-shaped rolls by twelve passes and on LWM ofaluminum
AD31alloy, a relatively uniform, equilibrium nanostructure with an average grain-subgrain structure less
than 100 nm can be formed. This structure provides high static strength and good plasticity of aluminum
strips at uniaxial tension.
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AJI31 ATIOMHAHHA KOPBITIIACEIHAH KA CAJIFAH ’KYKA KAHBLITEIPJIAPJA
_ HAHOKYPBLIBIMHBIH KAJIBIIITACYBIHA BYPAH/IAJIBI HIIITHBLIIK EH
BOIJIBIK-CBIHAJTEI OPHAKTA WJIEMJEYIIH TEXHOJOT HSLIBIK TAPAMETPIHIH OCEPI

Annortamust. OCbl MaKanaga HAHOKYPBUIBIMBI 0ap KYHBLITBIPIBI WIIEMZI KacaydblH XaHA TEXHOJOTHCHI
YCHIHBLUIFBIH. BypaHmanel MImiHOUTIK AAMBITATBIH KAPKBIHABI IUIACTHKANGIK AC()OpPMALMSIHBI KOIJAHY >KOIBIMECH
AUTHUFAaH HAHOKYPBLTBIM KAHBLITHIPIIBI MATEPHANAA ANbIHFAH. AWTHUFAH >KYMBICTA JAHbIHIAMAHBI OypaHAAIIbI
mOrHOUTIK MeH OOMIIBIK-CHIHATEI OPHAKTA HWICMICTCH Ke34¢, 04a maiaa OONaThiH KepHEYmi-Ac(opMaImsaasl KyH
seprreareH. Ilerki anement aaiciMeH kore MSC.SuperForge 6armapmamacbiMeH OypaHaaibl MmiHOLTIK neH OoH-
JBIK-CHIHAIBI OPHAKTA WJIEMJCYAI MOJACTBICI, KEpPHEYIi-Ac(opManusuisl KYH MEH TEeMIICPATyPaHBIH Tapauly bIHBIH
HCTI3Ti 3aHIBUTBIKTAPBI AHBIKTAJFAH KOHE CAHIBIK MOTIMETTCPl TaObUIFaH. MemMaey i MOACITBACTCH KE3AC dPTYPIi
OTIM CAHBI KOHC Aapa KAHIIYJap KoamaHeutraH. AJI31 anroMuHWE KOPBITIACHH KAHMAJIAy IbIH YTHIMIBI TCXHOIO-
THACHI YKACAIIBIII, 3EPXaHANbIK >KaFAaiia ChIHHAH OTKi3UeH. AJ[31 amoMUHAI KOPBITIIACHH OYPaHIAbl I HOITK
TeH OOIMIIBIK-CHIHANBI OPHAKTA WIICMJECTEH KE37€, OCBI KOPBITIAJa HAHOKYPHUIBIMIBI KAIBITACTBHIPATHIH HICMICY
PEKIMIH TaJIayFa peKIIe KOHIT O6TIHICH.

Tyiiin ce3aep: aTFOMHHIH KOPBITIIACHL, HAHOKYPBUIBIM, HICMACY, KEPHEYI-Ac(opManusuIbl KYH, CAHABIK MO-
JIeTbCY, KepHEY MeH Ae(opMaIist KApKbIHABUIBIFBL, 1apa KAHIIY .

C. A. Mamexos', B. H. AGcampikor?, J. A, Tycynkaamena’,
A. E. Hyprasaes', A. C. Mamekosa', M. P. May.ienona'

'Satbayev University, Amvarer, Kazaxcram,
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BJIUMAHUE TEXHOJOTHYECKHUX NAPAMETPOB IIPOKATKH B BHUHTOOBPA3HbBIX BAJTKAX
U MPOJOJBbHO-KITHMHOBOM CTAHE HA ®OPMHUPOBAHUE HAHOCTPYKTYP
B TOHKHX JTUCTAX U3 ATIOMUHHUEBOI'O CIIJIABA AJ131

Annortamus. B Hacrosmei craTthe mpeacTaBicHa HOBAS TEXHOJIOTHS MOIYUCHHUS JTHCTOBOTO IMPOKATa C HAHO-
cTpyKTypoii. HanocTpykTypa moxyueHa ImyTeM NPUMCHEHHS MHTCHCHBHOM IIacTHUECKO# Aedopmanum, pa3BuBac-
MOH BHHTOOOpA3HBIM BaKOM. B pabore mccmenosano HanpsxeHHO-ACPopMupoBanHoe cocrosane (H/C) 3aroros-
KH IIPH IMPOKATKE B BUHTOOOPA3HBIX BAJKAX M MPOAOIsHO-KIMHOBOM craHe (ITKC). MeToaoM KOHEUHBIX 3IEMECHTOB
u ¢ moMotbio nporpamMMbl MSC.SuperForge moyyueHbl KOIHYECTBEHHBIC JAHHBIE W YCTAHOBJICHBI OCHOBHBIE 3aKO-
HOMEpHOCTH pacupeaencHud HJC, TeMmeparypsl mpu MOACTHPOBAHIH MPOKATKH B BHHTOO0Pa3HBIX Bajtkax U [1KC,
C Pa3NIHYHBIM KOJHYCCTBOM MPOXOJ0B H CAHMHUIHOTO 00kaTtms. Pa3paboTraHa w B mabOpaTOPHBIX YCIOBHAX ampoOH-
pOBaHA PalMOHAIBHAS TEXHOJIOTHS IPOKATKH AMOMHHHECBOTO craBa AJ[31. Ocoboe BHMMaHHE YICICHO AHAIU3Y
BIFSTHHUSL PEXXKMMOB IPOKATKH B BHHTO0OpasHbIX Baikax u ITKC Ha opmupoBaHme HAHOCTPYKTYDP B ATFOMHHHCBOM
cmiase AJI31.

KimoueBpie ci0Ba: aIOMHHHCBBIC CIIABBL, HAHOCTPYKTYPA, MPOKATKA, HAMPDKECHHO-AC(POPMHPOBAHHOE CO-
CTOSTHHE, YHCICHHOE MOJCIHPOBAHNE, HHTCHCHBHOCTD HANIPSDKCHUI U Ac(opManui, e TMHUIHOE 00KaTHE.
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