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Fig.5 The exit temperature changing curves of profile

(a) simulation; (b) actual extrusion
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The study on isothermal extrusion of 6061 aluminum alloy plate

HUANG Zetao, YUAN Gecheng, LIU Hong, WU Ya
Faculty of Materials and Energy , Guangdong University of Technology , Guangzhou 510006, China

Abstract: Isothermal extrusion process of 6061 aluminum alloy plate was investigated based on HyperXtrude

software. Firstly, steady-state analysis of metal flow was conducted to optimize the structure of the die; then the

process parameters which could achieve the isothermal extrusion were used to simulate transient extrusion. And

following the process parameters, the actual extrusion was carried out. At last, the microstructure and hardness

were characterized by using optical microscope (OM) and microhardness instrument, respectively. The result

showed that microstructure and property of profile were uniform along the direction of extrusion and isother-

mal extrusion could be achieved following the process in which thermal gradient of billet was 100 “C and the out-

let temperature difference was about 7 “C.

Key words: HyperXtrude ; isothermal extrusion; thermal gradient; microstructure and property



