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MEXAHUYECKME CBOMCTBA 3ATOTOBOK,
MOJIYYEHHbBIX FOPIYEN SKCTPY3UEW MATHUEBOW CTPY)KKM

W3yueH 1 peann3oBaH MpoILIECC MOJYUYEHHUS 3aT0TOBOK U3 CTPYKKM MarHUEBOro cruiaBa MAS MeTonoM ropsiueit
aKcTpy3uu. [Tpouece peanuzoBbiBaiu npu Temneparypax Harpesa 300, 350 u 400 °C co cpeqHuMU KO3h G-
eHTamu 3KcTpy3uu 9, 13 u 24. B nipoliecce ropstyeii aKCTpy3uu MTPOMCXOAMIIO YITIOTHEHUE B MaTPUILIE 3ar0TO-
BOK, ITOJTy4E€HHBIX XOJIOIHBIM IIPECCOBAHUEM YaCTHUIL CTPYKKH, pa3pyllieHIe OKCUIHBIX IUIEHOK Ha MOBEPXHO-
CTH U pacIIpefielicHe 10 BceMy 00beMY 3arOTOBKU AMCIIEPCHBIX YACTHII OKCHA TIPU IUIACTUYECKOM TeYEHUU
Matepuana yepe3 ¢uibepy. B pesynbrare mpoTreKaHMs MpOIECCOB PEKPUCTALIM3AMHU U 1e(hOpMallMOHHOTO
YIIPOYHEHUSI, UHTEHCUBHOCTb KOTOPBIX OIpeesisiach TeMIlepaTypaMy 1 KO3 UILIMEHTaAMK BBITSKKH, IIPOKC-
Xonwiio (OpMUpPOBAHKUE CTPYKTYphl MaTepuajia. YCTaHOBJIEHO, YTO CTeNeHb IUIACTHUUYECKOM aedopMalvu 1
TeMIIepaTypa Ipoliecca SKCTPY3UKM HEOMHO3HAYHO BIMSIIOT Ha MEXaHUYECKUE CBOMCTBA 3arOTOBOK IPU CTATH-
YeCKMX MCIBITAHMSIX Ha PACTSDKEHUE U CXaThe, OIpeIe/eHHYIO POJIb IIPU 3TOM UIPaeT M OCTATOYHAsT IIOPUC-
TOCTb. [IpOYHOCTHBIE XapaKTEPUCTUKH TOIYyYCHHBIX 3aTOTOBOK HECKOJIBKO BBILIE ITPOYHOCTH 1e(hOPMUPOBAH-
HBIX JIMTHIX 3aIOTOBOK M3 CIIaBa MAS, 0IHAKO HIDKeE IT0 IIACTUYHOCTH.

Kntouesvie cn06a: opolkoBasi METAJLTYPTHsl, TTepepaboTKa CTPYXKKW, MarHUEBbIe CIUIABBI, TOpsiYast 3KC-
TPY3us1, MeXaHUIEeCKHEe CBOMCTBA.
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MECHANICAL PROPERTIES OF BILLETS PRODUCED
BY HOT EXTRUSION OF MAGNESIUM CHIPS

The process of billets producing from the magnesium alloy chip MAS by hot extrusion was studied and rea-
lized. The process was realized at heating temperatures of 300, 350 and 400°C with average extrusion coeffi-
cients of 9, 13 and 24. In the process of hot extrusion occurred compaction in the matrix of blanks produced
by cold pressing of chip particles; destruction of oxide films on the surface and distribution throughout the
volume of the workpiece dispersed oxide particles during the plastic flow of the material through the die. As
a result of the processes of recrystallization and deformation hardening, the intensity of which was deter-
mined by the temperatures and the coefficients of extraction, the structure of the material was formed. It is
found that the degree of plastic deformation and the temperature of the extrusion process have an ambi-
guous effect on the mechanical properties of the workpieces in static tests for tension and compression, a
certain role is played by the residual porosity. The strength characteristics of the obtained billets are slightly
higher than the strength of the deformed cast billets from the MAS5 alloy, however, lower in plasticity.
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BBenenne

IIpousBoacTBO AeTajeil U U3ACAUA MeXaHUYe-
CKOIf 00pabOTKOI CBSI3aHO C MOJy4yeHUeM OOJib-
IIOT0 KOJMYECTBA CTPYKKOBBIX OTXOHOB, B TOM
YucIIe TIPY UCTIOJTb30BAHMM MAarHUsI ¥ €T0 CTLIABOB.
Bce Gosbliiee BHUMaHUE MHXKEHEPOB U UCCIIe10Ba-
TeJIel TPUBJIEKAIOT TEXHOJOTUH TTepepaboTKU Me-
TaJuIMyeckoil cTpykku. Haubonee mnepcriekTuB-
HBIM IIJIS1 3TOTO SIBJISIETCS TIOPOIITKOBAas METAJLTyp-
rust [1—6]. LLnpoko ucImonb3yoTcs TBeprnodasHbie
METOJIbl TepepadoTKHU, TakKue, Kak U3MeJbuYeHUE
CBIPbSI C MOCICAYIOIIEH ropssdeil SKCTpy3uei i
pPaBHOKAHAJIbHBIM YIJIOBBIM ITPECCOBAHMEM, KOTO-
pble TpeOyIOT MEHBIIMX 3Hepro3arpar W MEHbIIe
BJIMSIIOT Ha XMMUYEeCKUI cocTaB cruiaBa. Bropuu-
HOE€ MCIOJb30BaHME CTPYXKKM ITIO3BOJSET TaKKe
3((HEKTUBHO pelIaTh IIpodIeMy €€ YTIIN3AINN.

AKTyaJIbHO BHeIpEHUE SKOHOMUYHBIX TEXHOJIO-
THi1 TIepepabOTKN CTPYKKHA B KOMITAKTHYIO (hOpMYy
[7], cpenn KOTOpBIX ropsiyasi 3KCTpy3usi — BecbMa
MepCreKTUBHAs 00JIaCTh ITOPOIIKOBOM MeTaJLTyp-
MU KaK JIJISI MAacCOBOTO CEPUITHOIO NMPOM3BOJICTBA B
Pa3IMYHBIX OTPACIISIX MPOMbBILIIEHHOCTH, TaK W ISt
TTOJTyYeHHST M3IEUA CIeMaTbHOTO Ha3HAYCHUSI C
3aJaHHBIMM CBOMCTBaMU. DTUM CITIOCOOOM C MUHMU-
MaJIbHbIM KOJIMYECTBOM CTaIUii nepepaboTKu U XO-
pOLIMMU  SKOHOMMUYECKMMHU TIOKazaTelsiIMU U3
CTPYKKU II0JIy4aloT Npoduiu — Kpyr, YroJaoK U 00-
Jiee CIIOXKHBIE (DOPMBI, KOTOPHIE MOXHO HCITOJIB30-
BaTh B Te€X 00JACTSX TEXHUKHU, TJe TPeOYIoTCsl MaTe-
pYaIBl MaJIoi TIOTHOCTU M CPeTHUE TI0 BEJIMUYMHE
nokasatesu rpouHoctu (400—500 MI1a).

TexHosorust ropsiueii aKCTpy3uu objamaeT o0-
IIEN3BECTHBIMM JOCTOMHCTBAMU METONOB KJIACCH-
YeCKOii MOPOLIKOBOI METAJUTYPIMM — BBICOKUM KO-
9(hdULIMEHTOM UCMONb30BaHUsT MaTepraia, HU3KK-
MM KaluTaJbHbIMU BJIOXXEHUSIMU. MHOrue cripec-
COBaHHbIE TOPOILKOBbIE NETAIM MMEIOT PaBHYIO U
JaxKe OOJIbIIIYI0 TTPOYHOCTD, YeM JeTaliu, TOJydeH-
HBIE KJITACCHIECKMMU TEXHOJIOTUSMU JIUThS 1 00pa-
00TKM mapieHreM. [opstdast 3KCTpy3us TO3BOJISIET
M30eXaTh IPUMEHEHUST TaKOM BaXKHOM [IIs1 TTOPOLL-
KOBOI1 MeTaJUIypruu omepaluu, KaK crekaHue [8].
WMHTeHcuBHOE IU1acTUYecKoe aehopMUpOBaHUE TIpY
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MOBBIIIEHHBIX TEMIIEPATypax B MPOLIECCe SKCTPY3UH
pa3pyllaeT U JUCTIEPTUPYET OKCUIHBIA CJIOM Ha TO-
BEPXHOCTM YaCTUI] METajUla, YTO IO3BOJISIET KOM-
NMaKTUPOBATh U3HAYAJIEHO AUCKPETHBIA MaTeprai 1o
CPaBHUTEJILHO BBICOKOI TJIOTHOCTH [9].

CrutaBbl Ha OCHOBE MarHusl 1o (pu3ndeckuM u
MEXaHMYECKUM XapaKTepUCTUKAM YCIIEIIHO KOHKY-
PUPYIOT C APYTMMM JIETKUMU KOHCTPYKLIMOHHBIMU
MarepuajaMu, B IEPBYIO O4Yepeab B TeX O0JIACTSIX,
IJle CHIDKeHHE MAacChl MMeeT IepBOCTeIEHHOE 3Ha-
yenre [10]. OHM 00amaloT BBICOKMMU YIEJIBHOM
MOPOYHOCTBIO, 3KECTKOCTbIO U JIeMII(PUPYIOIIMUA
cBoiictBamiu [11], TEXHOJOTMYHOCTHIO, MHOTHE CILIa-
BbI XOPOIIO CBApMBAIOTCS, YTO BEChMa IePCIEeKTUB-
HO JUTSl MPUMEHEHMSI MaTepruaioB Ha OCHOBE MarHusi
B COBpeMeHHOI TexHuKe. IIIOTHOCTh MarHueBBbIX
cIu1aBoB cocrapisieT 65—70 % OT IUIOTHOCTH CTaH-
JapTHBIX AIIOMUHMEBBIX CIUIABOB, ITO3TOMY 3aMeHa
JeTalieid ¥ y3JI0B U3 aJIIOMUHUEBBIX CIUIABOB HA Mar-
HMEBBIE IMO3BOJISIET CHU3UTD UX Bec Ha 25—30 % [12].

IHea» HacTosmmeir padoThl — HCClIeIOBaHUE
BO3MOXHOCTH MHPUMEHEHHUSI TOpSYeil 3KCTPy3Uu
IJI1 KOMITAKTMPOBAHMSI MarHUEBOM CTPYXKKM B
nonydabpuKaThl M aHAJIW3 BIWSHUS IapaMeTpOB
rpoliecca Ha MexaHW4YeCKMe CBOMCTBA 3arOTOBOK
M3 criaBa marauss MAS.

MeToauKa npoBeIeHHs HCCJIeT0BAHMIA

Bricokonpounslii ciiaB MAS 1IMpoKo HUCIojb-
3yeTcsl JUIsl U3TOTOBJIEHNsI TT0y()adprKaToB MO cXe-
M€ HEepPaBHOMEPHOIO BCECTOPOHHETO CXaTus (Tipec-
COBaHUeE, KOBKA B (pUTYpHBIX OOMKaxX Ha TMIpaBIIy-
YecKUX IMpeccax, IITAMIIOBKA B 3aKPBIThIX IITAMMax
u T.11.). CrutaB MAS cnocobeH TepMUYIECKH YIIPOU-
HaTbes. Ero xumudeckuii cocras, Macc. %:

]Ieeupyfomue KOMNOHEHMmblL

Al e 7,8-9,2
4§ B USSR USRRURRN 0,2—0,8
MO0, ceieiiieeeiee e 15-0,5
IIpumecu (He 6onee)
CU e 0,05
N i 0,005
Si 0,10
0,05
0,002
IIpoume .....ccooeeeeeeeeeeeeeeeeeeeeee 0,3
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Taonauma 1

MexaHHYeCKHE CBOCTBA MPECCOBAHHBIX MOJIy(hadpukaToB u3 ciiiasa MA56

Table 1

Mechanical properties of extruded semi-finished products of the MAS5 alloy

IMonydabprukaTer E,TTa | cop, MIIa | 05, MIIa | A, % | W, % | T, MIa | 0_1, MIIa | HB, MIa | aw, Jx/cm?
IpyTku 42,1 215 304 8 20 174 126 55 -
IToxoBKHM, IITAMITOBKA 42,1 215 304 12 — — 89 70 5

MexaHnYecKre CBOMCTBA PA3TMIHBIX M3IC-
i u3 criaBa MAS ykazaHbl B a0, 1 [13].

MarHueBble CIUIaBbl 00J1a1aI0T Y3KUM TeMIiepa-
TYPHbIM MWHTEPBAJIOM TUIACTUYECKON 00pabOTKU.
B yacTHOCTM, OTHOCUTENBHO OJIATONPUSITHBIN AUa-
Ma30H TeMIlepatyp nedopMalid 3aroTOBOK CIllaBa
MAS5 B mutom coctostHum orpannder 300—350 °C.
IIpu nipesbieHnn Temreparypbl 360—380 °C mpo-
HUCXOAUT PE3KOe CHIKEHME TIACTUUECKUX CBOMCTB
CITIaBa, KOTOpOe Ha MpaKTUKe MPUBOIUT K pa3py-
LIEHMIO 3arOTOBKM B IIpolecce aedopmanuu. ITo
CBSI3aHO C OILIABJIEHUEM JIETKOIJIAaBKUX 9BTEKTUYE-
CKMX COCTABJISIIOIIMX IO TpaHuLaM 3¢épeH [13].

MarHueBbie CIUIaBbl MPU MPECCOBAHUM MMEIOT
JTIOCTAaTOYHO BbICOKOE COMPOTUBIIEHNE AeopMaliiu,
npuoIKaroueecs Mo BeJIMYMHE K COMPOTUBIIEHUIO
neopMaii  TBEPABIX ATIOMMHUEBBIX CIUIABOB.
BBumy sTOro orMeyaercsl CyleCTBEHHOE IOBbIIIIE-
HUe TeMrepaTypbl B IUIACTUUECKOI 30HE; B 3aBHUCHU-
MOCTH OT HayaJIbHOM TeMIlepaTypbl 3arOTOBKH U
cTerneHy necopMalliy Mpy MPECCOBAHUM OHO MO-
ket pocturarb 200—250 °C. TeroBoii apdekT ne-
dopmanyy TeM BBIIIE, YeM HIDKe HadalbHasI TeMIie-
paTypa 3aroTOBKM U BblIlIE CTeTIeHb AeopMalinu.

s sKcneprMeHTalbHOTO MOJIydeHUs 3aro-
TOBOK ObLjIa MCITOJIb30BaHA CTPYyXKa ciiaBa MAS
U3 OTXOIOB MPOU3BOACTBA MocJie (ppe3epoBaHUs
aBTOMOOWJIbHBIX KOJIECHBIX JUCKOB.

s KOHTpoJisl Auana3oHa OCHOBHOI (dpak-
LIUY pa3MepOB YaCTUIL OIpeneieH METOIOM CUTO-
Boro aHanu3a o F'OCT 18318-94 rpanynomeTpu-
yeckMii coctaB HcxonHo#t 1mmxThl. HackinmHas
IUTOTHOCTh ¥ TIJIOTHOCTB TTOCTIE YTPSICKU OIIpele-
qneHsl coorBeTcTBeHHO 1o ['OCT 19440-94 u
T'OCT 25279-93. OTu XapaKTepUCTUKU HCMOJIb-
30BaHbI U pacdeTa HaBeCKU IIPU IPECCOBAHUM
3arOTOBOK [IJIST KCTPY3UU.

3aBUCUMOCTH TUTOTHOCTH WCXOTHOM IIMXTHI
OT JaBJIEHUsI TPECCOBaHUSI OTIPeNesIsIv KakK Mpec-
cyemoctb o F'OCT 25280-82.

3aroToBKU MJIs1 3KCTPY3UM OUAMETPOM 28 MM
TOJTydeHBI XOJIOMHBIM TIPECCOBAaHMEM Ha TIpecce
IICY50. CpenHsist BbICOTa 3aTOTOBOK COCTaBMIIA 36
MM IIpY CPaBHUTEJIBHO PAaBHOMEPHOM pacIipesesie-
HUM TIJIOTHOCTHU TIO BbICOTE. B OCHACTKy IS 9KC-
TPY3UM 3arpykajii Io IBe 3aroroBkKu. CBepxy u
CHH3Y COOpHOI 3arOoTOBKM B KadeCTBE TBEPOOi
CMa3KM pa3Mellaanuch rpadutoBble 111aiobl (puc. 1)
TaKOro 3Ke JuaMeTpa BhICOTOI He 0ojee 5 mM. I'pa-
¢uUT yMeHbIIa KOJIMYECTBO 001051, 3aTeKaIOIIEro B
00J1acTh IIAl0BI, YTO O0JIErYaIo MPOLIECC OTCOSAM-
HEeHUs] KakK MaTpulibl, TaK M 1IAHObI OT TIpecc-
ocTaTka Iocjie 9KCTPY3UM, a TAKXKEe CHUXKAO yCH-
e nehopMUPOBAaHUS 32 CYET CHUXKEHMSI TPEHUS
Matepuaa o0 CTeHKU KOHTeliHepa 1 (PHIIbepHhI.

Puc. 1. CoopHas 3aroToBKa C 1maiibamMmu
13 rpaduTa CHU3Y U CBEPXY

Fig. 1. Prefabricated billet with graphite spacers
of bottom and top
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Puc. 2. Cxema skcTpy3un: I — UCXoaHast 3aroToBKa; 2 — MaTpulia; 3 — IyaHCOH,;
4 — 3aroToBKa Iocje 3KCTpy3uu; 5 — uiibepa; 6 — onopHas 1aiibda

Fig. 2. Extrusion scheme: I — initial billet; 2 — matrix; 3 — punch;
4 — billet after extrusion; 5 — die; 6 — thrust spacer

[ByMs1 ocHOBoIoIaralouMMu (haKTopamMu pe-
IYJMpPOBaHUs Ipoliecca BbIOpaHbl TeMrepaTypa 1
KO3((GULIMEHT BBITSDKKY (IMaMeTp BBIXOTHOTO OT-
BepcTust huiibepbl). Micxonst U3 ONbITHBIX JaHHBIX
T10 MPECCOBAHMIO OECIIOPHCTHIX 3aTOTOBOK B Kaye-
CTBe paboumMx TeMIlepaTyp IIporiecca SKCTPY3WH
Obu BBIOpaHbI Tpu pexkuma — 300, 350, 400°C.
Huametpsl ubep — 6,4, 8,8, 10,5 MM — mmo3BoIH-
JIM OCYILECTBJISATh MPOLIECC CO CPENHUMMU KO3 u-
LIMEHTaMU BBITSDKKM — COOTBETCTBEHHO 9, 13 1 24.
IIpouecc ocymecrsnsiicsa Ha npecce [TICY-125.

Ha puc. 2 uzobpaxeHa cxema mnpolecca 3Kc-
TPY3UU.

st 6ecriopucTbiX MaTepUuanoB Ko3hOULIMEHT
BBITAKKM MOXHO OIIPEAEIUTh 0 OTHOLIEHUIO
JUIAHBL TIOJIYYEHHOM 3aroTOBKM K HaYaJbHOW
JUTMHE 3arpy:kaeMoro matepuaina. s yrmoTHse-
MBIX (OMCKPETHBIX) MaTepHanoB Ko3(pduiueHT
BBITSLKKM T€M HIDKE, YeM HUXe MCXOMHAsT TUIOT-
HOCTb 3aroTOBKU. [Ipruem ajis yIjJOTHSIEMbIX Ma-
TepUaJioB, B OTJIMYUE OT HECXKVMAaeMbIX, B 3aBU-
CUMOCTH OT MapaMeTpOB 3KCTPY3UU U UCXOTHBIX
CBOICTB MaTepuasia KCHEPUMEHT Mo Aedopma-
LIMYA UMeeT JBa oTana [14, 16]:

VIUIOTHEHUE (MOAIMPECCOBKAa) MOPUCTOrO Ma-
Tepuajga B MaTpuIle OO OOCTaTOYHO BBICOKOIt
IUTOTHOCTH;
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MpoLEeCcC BbIAABIMBAHMS Yepe3 huiibepy, Mpu
KOTOPOM YILIOTHEHME MaTepuayia CpaBHUTEIbHO
HEBEJIMKO, MOXET OTCYTCTBOBaTb M JaxXe MOXET
MPOMCXOAUThH pa3yIJIOTHEHUE (pa3phIXJICHHUE) Ma-
Tepuana, TaK KaK Ha 3TOM 3Tare IpeobiamaeTr
3HAYUTENIbHAST CABUTOBAs IeOpMaIiusl.

B ostom caydae kKo3(p(GUIMEHT BBHITSIKKHI
MOKHO OTIPEIeINTh 10 OTHOIICHUIO TUTIOIIAIe
MOMEPEYHOro ceYeHus1 MaTepuana 10 3KCTPY3uu
U TOCJTIe HEE:

rae Sy — HavajabHas IUIOIIAab MOMEPEYHOrO ce-
YEHUS 3aTOTOBKU; Syon — KOHEYHAS IJIOLIAAb ITO-
MEePEYHOro CEYEHMS 3arOTOBKU.

OmHO M3 OCHOBHBIX IPEMMYILECTB IPOLECca
SKCTPY3UM COCTOUT B TOM, YTO 3TO COOTHOIIEHNE
MOXHO M3MEHATL B JOBOJBHO IIMPOKUX IIpene-
JIaX, 9TO MO3BOJISIET OCYIIECTBIISITH BBICOKYIO CTE-
MeHb TUTACTUYECKOM medopMalliy MaTepuana, a
KO3(PDUILIMEHT BBITSKKY MCIIOJIb30BaTh B KA4eCT-
BEe BapbMPyeMOro mapameTpa yIpaBIEHUS MpPO-
neccom [14—17].

B niporiecce ropsideit 3KCTPY3UM TOCTUTAIOTCS
TEMIIEpaTyphbl U JABJICHMS, MPU KOTOPHIX IPOKC-
XOIUT PEKPUCTAIIU3ALMS Marepuansa U (HopMu-
pyetcst ero crpykrypa. [lapamerpsl mporiecca 3Kc-
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TPY3UM JOJKHBI OOECreurBaTh MoJlydeHre Kave-
CTBEHHOI1 3arOTOBKM.

st onpeneneHuss MOPUCTOCTU U TBEPAOCTHU
MPYTKOB U3rOTaBIMBAIU HUIMMBI B MONEPEYHOM
cedyeHUu 3arotoBokK. [Topucrocts Bcex 0b6pa3iioB
OIpEeNeisiii C TOMOIIbI0 TporpaMmbl «Buneo
TEeCT CTpyKTypa 5.2». TBEPAOCTH NMPYTKOB U3MeE-
peHa Ha TBepaomepe Zwick Roell ZHU.

ITpoyHoCTh NPYTKOB 13 cIjlaBa MAS, moiaydyeH-
HOTO ropstueit 3KCTpy3ueit U3 CTPYKKHU, OLICHUBAIN
MPU UCTIBITAHUSIX HA pacTskeHue U cxarue. Mcnbl-
TaHUS TIPOBOJM/IM HA YHUBEPCAJIbHOW MalllMHE
Zwick/Roell Z100 ¢ MmakcuManpHBIM ycrmeM 100
KH npu ckopoctu gedopmupoBaHus 2 MM/MUH.
OO0pasibl sl UCTIBITAHUI Ha pacTsbKeHWe WMesd
mIMHApruIecKyio dopmy mmuHHOKM 110 mm. [msa
MPOBENEHUS VCTIBITAHUS Ha CXaTWe OT IMpyTKa OT-
pe3anm 00pasell C BEICOTOM paBHOM AUaMETpy.

Pe3yabraTsl uccieaoBaHuii U MX 00CYXKIEHHE

INonyyeHHBIE JaHHBIE TPAHYJIOMETPUIECKOTO
cocTaBa CBeleHbl B TaOauuy (Tabj. 2), Ha UX Oc-
HOBe IMMOCTpPOeHAa MHTerpajbHasi Kpuas (puc. 3)
pacripeaeseHrs YacTUll 1o ppaKLusIM.

ConepxaHue
(bpakumii, mac.%

100

Kak ciienyet U3 npuBeAeHHBIX JaHHBIX, OoJiee

50 % 4JacTull UMeIU pasMep B AuanasoHe oT 630
1o 1250 MxMm.

Ta6bnuma 2

I'panyioMeTprYecKHii COCTaB CTPYKKH ciuiaBa MAS
Table 2

Granulometric composition of MAS5 alloy chips

dpaxims, MKM Maccosast nonst, | ViHTerpabHbiii
% cocTaB, %

—400 0,4 0.4

—400—500 1.4 L8

500—630 2.9 247
630—800 18,4 43,0
800—1000 21,6 64.6
1000—1250 17,9 82.6
1250—1600 8,1 90,7
1600 9,3 100,0

* «IHTErpaNbHbBI» — BKIIIOYAIOIINIA JaHHYIO (PPaKIUIo 1
0oJsiee MeJIKHE.

90
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70 /

60
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40 /

30 /
0 4
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0 & +$/ |

0 500 1000

T T T

1500 2000  Pa3mep yacTHil, MKM

Puc. 3. uTerpanbHas KpuBasi pacrnpeneieHus ¢ppakiuii o pasmepam
Fig. 3. Integral distribution curve of fractions by size
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Pesynbratel usmepenuii (B r/cMm®) HaChIITHOM
IUIOTHOCTU U TUIOTHOCTHU TIOCJIE€ YTPSICKW IIUXThI
U3 UCXOOHOM:

Hacvinnas naomuocms (10 uzmeperuii)

IIpeccyeMocTh xapaKTepu3yeT YIUIOHSIEMOCTD
1 GHOPMyEeMOCTh METAJTMIECKUX ITOPOIIKOB. XO-
poliasi yIUIOTHSIEMOCTh ITOPOIIKOB O0JIerdaeT Mmpo-
Iecc TMpecCoBaHUs, TaK KaK TpeOyeTcsl MeHBIIee
JaBJICHWE I JTOCTVDKEHUS 3aJaHHON TUTOTHOCTU
3aroTOBKU, a Xopoiiias (hopMyeMOCTh oOecreyrBa-

€T ToJlydyeHHe 0oJsiee MPOYHBIX, HEOCHINAIOIIUXCS
00pa31oB NPU MEeHbIIEN TIJIOTHOCTH.

B T1a6n. 3 npuBeneHbl pe3yabTaThl IIPEecCOBa-
HMST 00pa3IoB U3 CTPYKKHU MPU KOMHATHOM TeM-
nepatype. [lo 3TMM AaHHBIM MOCTPOEHbI 3aBUCH-
MOCTM TUIOTHOCTM OT [HaBJIEHUSI MPEeCCOBaHUS
(KpuBas yIIOTHeHUsI, puc. 4, a), a TaKxKe Iopuc-
TOCTHU OT JaBJIieHUs MpeccoBaHus (puc. 4, 6).

IIpouyHbie HEOChINAMOIIMECS IIPECCOBKU ObLIM
TTOJIYIeHBI YK€ IPU CPaBHUTEITHHO MaJIOM ITaBJie-
Hun — 300 MIla (npu nopucroctu 20 % u me-
Hee); 3TOTrO BITOJHE TOCTATOYHO IS TIOMYICHUS
3aroTOBOK IO/ 9KCTPY3HUIO.

Ha ocHoBe ornpeneneHus TEXHOJOTMYECKUX
CBOICTB MCXOJHOIO MaTepuayia ObLIM IMOJTYYeHbI
XOJIONHBIM mpeccoBaHueM Ha npecce ITCYS0 3a-
TOTOBKM ISl 9KCTPY3UU IMAMETPOM 28 MM, UX
XapaKTepUCTUKU IPUBEIECHBI B Ta0. 4.

Tao6auma 3

JlanHble nmpeccyeMoCTH MarHueBoii cTpykku MAS Macca nopomka — 5 r; nuamerp oopasiuos — 17 mm

Table 3

Compressibility data of magnesium MAS alloy chips Powder weight — 5 g; sample diameter — 17 mm

Ne obpasiia Ycunue, T Hasnenue, MIla BricoTa, Mm 006BeMm, cMm® [110THOCTS, I/cM?
1 5,6 241.,9 15,80 3,58 1,40
2 16,20 3,68 1,36
3 15,90 3,61 1,39
Cpennee — — 1,38
4 7,2 311,0 15,00 3,40 1,47
5 14,90 3,38 1,48
6 14,80 3,36 1,49
Cpennee - — 1,48
7 8,8 380,1 14,30 3,24 1,54
8 14,30 3,24 1,54
9 14,60 3,31 1,51
CpenHee — - 1,53
10 10,4 449,3 13,90 3,15 1,59
11 14,00 3,18 1,57
12 14,00 3,18 1,57
Cpennee — — 1,58
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Puc. 4. 3aBucuMocTu II0THOCTH (@) U MOPUCTOCTH (6) 00pa3LOB OT AaBJICHUSI IIPECCOBAHMST
Fig. 4. The dependences of sample density (@) and porosity (6) vs pressing pressure

Ha puc. 5 mokazaH o0paseln npyTka ¢ npecc-
OCTaTKOM TIOCJIe 9KCTPY3UMU.

B Tabn. 5 mpuBemeHBI mapaMeTphl Ipolecca
9KCTPY3UM M XapaKTEPUCTUKM 3aroToBok. Ilo-
BEPXHOCTHBIX Je(PEKTOB y IIOJyYEHHBIX IPYTKOB
HE HaOJIIOIaJIOCh.

B Tabn. 5 puBeneHBI TakKe 3HAYCHMS TBEPIO-
CTU 00pa3sloB ITOC/IE BKCTPY3UM M MX OCTATOYHAS

nopuctocth. Kak cieayeT M3 3TUX JaHHBIX, 3HA-
YeHUsI TBEPAOCTU cocTaBiistii ot 75 no 100 HBW,
a 0CTaTOYHAs TTOPHCTOCTh HAXOMMUJIACh B TIpeaeIax
ot 0,510 1,7 %.

B Tabi. 6 mpencTaBieHbl pe3yIbTaThl MEXaHM-
YeCKMX HCIbITaHMi ciutaBa MAS, TojrydeHHOro
ropsTYeit BKCTPY3Uelt U3 CTPYXKKHU, TIPU PACTSIKE-
HUM U CKATUMN.
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Ta6numa 4
CBoiicTBa 3aroTOBOK M3 MarHueBoii cTpykku MAS 11 nponecca 3KCTpPy3HH
Table 4

Properties of blanks of magnesium MAS alloy chips for the extrusion process

Ne zaroroBku | Beicora h, Mm| O6beM V, cM® | Macca 3aroroku m, T | IlnotHocts, r/cM® | Tlopucrocts 11, %
1 359 17.61 24.6 1.4 22
2 36.5 17.91 24.9 1.39 23
3 36 17.66 24.9 1.41 22
4 36.4 17.86 24.9 1.39 23
5 36.35 17.83 25 1.4 22
6 36.5 17.91 24.9 1.39 23
7 36.3 17.81 25 1.4 22
8 36 17.66 24.9 1.41 22
9 36.6 17.96 25 1.39 23
10 36.5 17.91 24.9 1.39 23
11 36.7 18.01 24.9 1.38 23
12 36.6 17.96 24.9 1.39 23
13 36.6 17.96 25 1.39 23
14 36.4 17.86 24.9 1.39 23
15 359 17.61 25 1.42 21
16 36.4 17.86 24.9 1.39 23
17 36.3 17.81 24.9 1.4 22
18 37.6 18.45 25.6 1.39 23
19 35.5 17.42 24.7 1.42 21
20 36.2 17.76 24.9 1.4 22

Puc. 5. Obpazen npyTka n3 MarHueBoi CTpy>Kku MA-5, TTolydeHHbII METOIOM TOpsSTYeit SKCTPY3UU
Fig. 5. The sample of the rod of magnesium MAJS alloy shavings, produced by the method of hot extrusion
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Tabnmuma 5

ITapameTpbl NPYTKOB, MOJYYEHHBIX METOOM 3KCTPY3UU

Table 5
Rods parameters produced by extrusion
e g e L R e e ol e
Pl = MM MM r oM MM r/cm? % HBW| ¢ MIla | mm/cex
1 400 10,5 10,1 40,9 | 24,0 300 | 1,70 1,5 85 17,5 252 1,13
2 350 10,1 40,9 | 23,7 296 | 1,73 1,7 90 20,0 289 1,52
3 300 10,2 39,2 | 24,3 296 | 1,61 1,7 86 26,3 379 0,97
4 400 8,8 8,6 44,1 | 24,5 425 | 1,80 0,5 76 17,0 245 2,02
5 350 8,7 42,1 | 23,8 398 | 1,77 0,8 74 21,3 307 1,99
6 300 8,6 40,3 | 22,6 390 | 1,78 0,5 79 26,3 379 1,24
7 400 6,4 6,3 37,7 | 22,0 700 | 1,71 0,6 83 28,0 | 404 3,50
8 350 6,2 36,2 | 20,6 688 | 1,76 0,8 98 35,0 505 3,44
9 300 6,3 34,7 | 20,5 650 | 1,70 1,0 97 38,0 548 3,25
Tabnuma 6
MexaHuueckue CBOCTBA MPYTKOB ciuiaBa MA-5, U3roTOBJIEHHBIX METOJIOM ropsiyeii IKCTPY3uu
Table 6
Mechanical properties of MAS alloy rods produced by hot-extrusion
N TeMrte- Pacrsxenue Cxatue
oopastia parépa’ de TIpYTKA Bblljf(l)ji)l;l A <A l}f(’)iiif rl\[fl?lz- dep TIPYTKA BbIII‘(H(;IB(IE)I;I, A <A I;I{I())iiz 1-IMpl(')I(ell_
1 400 9,2 10,6 11,0 341 10,2 8,7 8,7 417
2 350 9,0 11,1 332 10,1 8,8 404
3 300 8,9 11,3 313 10,2 8,7 384
4 400 8,5 12,5 12,5 316 8,5 12,5 12,9 418
5 350 8,5 12,3 304 8,3 13,1 433
6 300 8,4 12,8 260 8,3 13,1 465
7 400 6,0 25,3 24,6 301 6,1 24,2 23,7 478
8 350 6,1 24,2 282 6,3 22,7 494
9 300 6,1 24,4 278 6,1 24,2 516

wie

Puc. 6. O6pasen 10 1 TIOCTIe UCIIBITAHUST HAa CXKATHE
Fig. 6. The sample before and after compression test

IIpu ucnplTaHMK Ha CXaTWe paspylleHue o0-
pasLoB MPOMCXOAUIIO MPAKTUYECKU XPYIIKO 6e3 00-
pa3oBaHUs OOYKM W C TUArOHAIBLHOM TpelIMHON
(puc. 6). [1o maHHBEIM TabJI. 6 ITOCTPOEHBI 3aBUCH-
MOCTHU JaBJIeHUsl pa3pylleHus oT KoadduimeHTa
BBITSDKKY TIPY TIOCTOSTHHBIX TeMIIepaTypax Ipoliec-
ca BKCTpy3uu (puc. 7, a), a TakKe JaBICHUS pas3py-
LLIEHYST OT TEMIIEPATyphbl MPU MOCTOSTHHBIX CPEAHUX
3HAaYEeHUSIX Koa(duLeHTa BBITSIKKY (pUc. 7, 6).
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Puc. 7. 3aBucuMoOCTb Tipeseia MPOYHOCTA MAarHUEBBIX TIPYTKOB OT TEMITEPAaTyphl 3KCTPY3UH

npu A = const (@) n ot Ko dulMeHTa BHITSKKY Tipu T = const (6)
Fig. 7. The dependence of the tensile strength of magnesium rods vs the extrusion temperature

at A = const (a) and the drawing ratio at 7= const (0)

Ha puc. 8§ npuBeneHa oOlilas 3aBUCHMOCTb
npeaejaa MPOYHOCTU OT TeMIlepaTypbl Ipoliecca
9KCTPY3UM U KO3 (DUILIMEHTA BBITSKKU.

Kak crienyer m3 mpuBeIeHHBIX pe3yIbTaTOB
Mpeaen MPOYHOCTU Ha CKaTve MOJyYeHHBIX 00-
pa3loB 3aroTOBOK 3aBUCUT KaK OT TeMIlepaTyphl
9KCTPY3UM, TaK U OT KO3GhbUIIMEHTa BBITSKKU
(creneHu mactuyeckoi nedopmauuu). Yem
BBIIIe KOAG@OUIIMEHT BHITSKKU, TEM BBIIIE TIpe-
IieJl IpoyHocTy. YeM HUXe TeMIiepatypa npoTe-
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KaHus Mpoliecca, TeM Bbllle JaBjeHue pa3pylle-
HUS.

Ha puc. 8 mpuBeneHs! dororpadpuu 00pas3LoB
3aroTOBOK, TTOJIY9EHHBIX IPU Pa3IMYHBIX TTapaMeT-
pax Tporecca 3KCTPY3WH, TMOCIE WCIBITAHWM Ha
pactsbkeHue. Ha HMX BUIHO, 4TO pa3pyllieHHUe BeexX
00pa310B MPOUCXOIUT MPAKTUIECKU XPYIIKO, KaK U
MPU UCTIBITAHUN Ha CXKaTue. DTO CBUACTENILCTBYET O
CYLIECTBEHHOM BJIMSIHUM Ha TJIACTMUYECKUE Xapak-
TEPUCTUKH OCTATOYHOI TTOPHCTOCTH 0OPa3IIOB.
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1 Ko3(duLMeHTa BBITSXKKA MPU UCIIBITAHUM HA CXaTue

Fig. 8. The dependence of the tensile strength of magnesium rods vs temperature
and extrusion ratio at compression testing

Ne 4. T=400°C,d=8,6 MM Ne 5. T=350°C, d=8,6mMm Ne 6. T=300°C, d = 8,5MM

Ne7. T=400°C.d=6,1 vy Ne 8. T=350°C, d=6,Imum Ne 9. T'=300°C, d = 6,Imum

Puc. 9. Bua 06pas1ioB 3aroToBoK 1ociie pa3pyilieHus Mpyu pacTsKeHUU
Fig. 9. Type of sample blanks after tensile failure
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Puc. 10. 3aBucuMOCTb mpeesia MpOYHOCTH MarHUEBBIX TMPYTKOB OT TEMIIEPaTypbl SKCTPY3UUN

npu A = const (a) n ot KoadduimeHTa BHITSXKKY Tipu T = const (0)

Fig. 10. The dependence of the tensile strength of magnesium rods vs the extrusion temperature

at A = const (@) and the drawing ratio at 7'= const (6)

[To maHHBIM Tabi. 6, IPUHSB OAMH U3 IMapa- IPOYHOCTA OT  TEMIIEpaTypbl  BKCTPY3UU
METPOB IIpoliecca 3KCTPY3UU MOCTOSIHHBIM, no-  (puc. 10, a) u cpenHero KoahGULIMEHTa BbITSIX-

ctpousii  Trpaduku  3aBUcuUMocTeit mpenena  ku (puc. 10, 6).
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Puc. 11. 3aBucumocTsb Ipeaesa IpoYHOCTH MarHUEBBIX IIPYTKOB OT TeMIIepaTyphl
1 K03 dUImeHTa BbITSIKKY ITPY UCTIBITAHUY Ha pacTsSKeHUe

Fig. 11. Dependence of the tensile strength of magnesium rods vs temperature
and drawing ratio during tensile testing

Ha puc. 11 npuBeaeHa o0uiasi 3aBUCMMOCTD
npeaena MPOYHOCTU OT TeMIIepaTyphl Ipolecca
SKCTPY3UM 1 KOS GUITUEHTA BBITSKKH.

M3 mpencraBieHHBIX TpaUUECKUX Pe3ysIbTa-
TOB BUJHO, UYTO Tpeles NPOYHOCTH 00pa3lioB MpU
pPacTSLKEHUM 3aBUCUT KaK OT TeMIlepaTypbl Mpo-
lecca BKCTPY3UM, TaK U OT Ko3(pduuueHTa Bbl-
TSDKKM, OJHAKO 3Ta 3aBUCHMMOCTb OOpaTHasi TIo
CPaBHEHMIO C UCIIBITAHUSIM Ha cxXaTue. YeM Bblle
TeMIieparypa, TeM OoJibliiee NaBAeHUE MPUXOTUTCS
MPUKIAAbIBaTh Ui pa3pbiBa O00pa3lLOB; YeM
MeHbIlle 00xaTtue (OONMbIIMI BBIXOAHOI AUAMETP
¢ubepbl), TeM BbILIE Mpeaesa MpoYyHocTUu. Mak-
CUMaJIbHBIE 3HAYeHMS TIperesia MPOYHOCTU TP
CXaTUM BBIIIIE 3HAYCHUM TIPY PACTSKEHUU IS TeX
Xe TTapaMeTpoB 00Pa3IIOB 3arOTOBOK. 3/IeCh TaKxKe
NposiBisieTcsl (DaKTOp BIUSHUSI OCTATOYHOM I10-
PUCTOCTU MaTepUaioB, TIPUYEM MPU UCTIBITAHUSIX
Ha cxkaTue marepuall BeleT cebsl Kak Oe3nedexT-
HbII, paspymasch xpynko. [Ipu ucobiTaHUM Ha
pacTsLKeHME TMOpbl MO MEXKYAaCTUYHBIM I'paHUIIAM
SIBJISIIOTCSl KOHIIEHTpaTOpaMu HalpsKeHWH, Mpu-
BOISILLIMMU K XPYIIKOMY pa3pylleHuUIo.

3akaouenne

B pabote ocyiecTBieH MHpolecc MOIydeHUS
3aroTOBOK M3 CTPYXKKM MarHueBoro cruiaBa MAS
METOZOM Topsiueit aKcTpy3uu. IlonyueHue 3aroto-
BOK OCYUIECTBJISIOCh IIPU TeMIlepaTypax Harpena
300, 350 1 400 °C. D11 pexxuMbl ObLIA BIOpaHbI Ha
OCHOBE OIBbITA TUIACTUYECKOTO ne(opMUpPOBAHUS
JIUTBIX 3aroToBOK U3 ciuiaBa MAS. CreneHb 1a-
CTUYECKOM nehopMaly peryaupoBagach 00XKaTH -
€M 3aroToBOK B (uibepax. JuameTpnl ¢puibep —
6,4, 8,8 1 10,5 — MO3BOMUIM OCYLIECTBUTH IPO-
11IecC ropsiueid 3KCTPY3UM CO CPeIHUMU KO3pdu-
LIMeHTaMU 3KCTpy3un — 9, 13 u 24.

B nipoiiecce ropsiueii SKCTpy3uu MPOMCXOANIO
VIUIOTHEHUE B MaTpUle 3arOTOBOK, IMOJYYEHHBIX
XOJIOJHBIM TIPECCOBAaHUEM YaCTUILl CTPYXKKH, a
TakXkKe paspylleHHe OKCUIHBIX IIJIEHOK Ha TIO-
BEpXHOCTH U paclpeleieHre M0 BCeMY OO0beMYy
3arOTOBKM AMCIIEPCHBIX YACTHUII OKCUIA TIPH TLIa-
CTUYECKOM TEYCHMM MaTepuaia depe3 (Quibepy.
B pesymnbrare IpoTeKaHMS MPOLIECCOB PEKPHUCTAT-
JA3alA 1 1eOPMAIIMOHHOTO YIIPOYHEHUsI, MH-
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TEeHCUBHOCTh KOTOPBIX OIpeaesisiiach TeMIiepary-
paMu U KO3GOUIIMEHTAMUA BBITSKKHU, TTPOMCXO-
1110 (hOpMUPOBaAHUE CTPYKTYPhl MaTepraa.
YCTaHOBJIEHO, YTO CTeMNeHb IIaCTUYeCKOM
nedopMaliuy M TemIeparypa mpoliecca 3KCTpYy-
3UM HEOJHO3HAYHO BJIMSIOT Ha MeXaHUYecKue
CBOIMCTBa 3aroTOBOK IIPU CTaTMYECKUX HCIIbITa-
HUSIX Ha PACTsDKeHUE W CXKaTue; OIpeleeHHYIO
pOJIb IPM 3TOM UTPAET U OCTATOYHAS TOPUCTOCTb.
B pesynabraTe MpOYHOCTH 3arOTOBOK IIPU PacTs-
KEHUW HWXe TTPOYHOCTU TP cxkaTuu. I1podHo-

CTHbIE XapaKTePUCTUKU MOJyYEHHBIX 3arOTOBOK
HECKOJIbKO BBIIIE MPOYHOCTU JAe(DOPMUPOBAHHBIX
JIMTHIX 3aTOTOBOK M3 cIuiaBa MAS, ogHaKo 3HAYM-
TEJIbHO HMXKE MO TUIACTUYHOCTU (pa3pyllaloTcst
XPYIKO).

IloBbllIEHNE TIACTUYHOCTU MaTepuayia Mo-
KET OBbITh OCYILECTBJIEHO NpPHU IOMOJHUTEILHOMN
IUTACTUYECKOi OedopMalluyM — Topsiueil yIuioT-
HSIOIIEH IIPOKATKOM 3aroTOBOK. DTa oIlepalus
MOXeT ObITh COBMEIEHA C TPOLIECCOM TOJTYYEHMUSI
3aJlaHHOTO MPOoWIIs TTpoKaTa.
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