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sion speed is 17m/min, the defect is more visible. Too low extrusion temperature leads to non-uniform size
and distribution of dynamic recrystallization grains, thus deepening the defect of structure strip. Too high
extrusion temperature or speed results in inhomogeneity of the metal flow at the part where wall thickness
changes, causing the non-uniformity of structure distribution and deepening the defect of structure strip.
The best condition is when the extrusion temperature is at 490 ‘C and speed at 12m/min
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Research on processing maps of 5083 and 7020 wrought aluminum alloy

LIANG Yiqing' ., FANG Gang’
1. Guangdong Xing fa Aluminium Co. . Ltd. , Foshan 528061, China; 2. Tsinghua University , Department of
Mechanical Engineering ,Beijing 100084 ,China

Abstract: Based on the dynamic material theory,the processing maps of representative wrought aluminum
alloys including 5083 aluminum alloy and 7020 aluminum alloy are researched. The results show that the
optimum processing temperature for 5083 aluminum alloy is 450-500°C with strain rate 0. 005-0. 1 s !,
while the optimum processing temperature for 7020 aluminum alloy is 450-550°C with strain rate 0. 001-
0.1 s7!, Samples of 7020 aluminum alloy in different compressing conditions are selected for analyzing its
microstructure evolution, thus preliminarily testifying the judgment of processing map.
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