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Jlnumenvroe oxnasxcoenue npu mepmoobpabomke OOIbUIUX NOKOBOK U3-3d MACCO8020 3¢hghexma
npueoOUm K 603HUKHOBEHUIO 0eopMayuy NOA3y4ecmy He MOAbKO 3d Cuem 6blCOKOU memMnepamypbl,
HO u 6cnedcmeue ee usmenenus. Mzmenenue naacmuunocmu u noa3yuecmu cO6Mecmuo ¢ hazosvimu
npespawjeHuaMY CMan 3HAYUMeNbHO 6lUsem HA PAChpedeNeHue HANpSAXCeHUl 6 NOKOSKe Nocie
mepmoobpabomku. Paspabomana Koneunosiemenmnas MoO0eib ¢ y4emom U3MeHeHus NaAacmuy-
HOCMU U NONZYHYeCmU, UHMEZSPUPOBAHHAS 8 KOMMEPUECKVI0 KOHeuHOodleMeHmHuyo modenv ANSYS ¢
UCNONb308AHUEM NOTb308AMENLCKUX NOONPOSPAMM. DKCHEPUMEHMANLHO ONpedeNeHbl XapaKmepuc-
MUKYU MAmepuana npu UsMeHeHuy nIacmuyHocmu u noazyuecmu. /s d9KcnepumeHmanbHol npogepu
0CMAmoyHble HANPAdNCeHUs 6 OONLULON NOKOGKE CPABHUSANU C MAKOBLIMU, NOJYYEHHbIMU NPU MOOe-
Juposaruu. Pe3yibmamol MOOeIUpOB8aHs NOKA3BIBAION, YMO OCMAMOYHbIE HANPAIHCEHUS 2/IA6HbIM
06pasom 6vi36aHbl PA308bIMU NPEBPAUEHUAMU. YCMAHOBNIEHO, YMO USMEHeHUe KaK NAACIUYecKol
Odepopmayuu, max u Oegpopmayuu NOAZYHECMU CYWEeCMEEHHO GaUAem HA MOOeIuposanue ocma-
MOYHBIX HANPAJICEHUT NPU MepmMooopabomre GoNbUUX KOBAHBIX 8AT08.

Knrouesvie cnosa: tepmMooOpaboTKa, OCTATOYHOE HAMpsDKEHHE, (a3oBOe IpEBpallCHHE,
W3MEHEHHE IIACTHYHOCTH, MOJI3YYeCTb.

Introduction. During heat treatment of a steel, both the thermal stress and
transformation stress occur due to the temperature gradient inside the steel. Special care
should be paid to the heat treatment in order to avoid cracking and deformation caused by
transient and residual stresses. Therefore, it is important for a computer simulation to
estimate both the residual stress and the deformation occurring due to the heat treatment. So
far, numerous studies of coupled calculations of metal-thermomechanical behavior have
been conducted [1, 2], and mainly applied to the quenching process. Although there are
many publications on simulation of quenching, most of the research is focused on the
small-scale products, such as gear [3], shaft and disc [4], cylinder [5], etc.

Generally, the cooling rate of a large forging decreases due to the mass effect and,
especially, the cooling with air cooling and furnace cooling requires several days. Therefore,
the creep behavior, which affects the stress distribution, may occur at not only high
temperatures but also over transformation temperature ranges. In large forged products,
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heat-treatment simulations considering the phase transformation have also been used to
predict the residual stress and distortions. Liu et al. [6] proposed a mathematical model for
a rotor shaft during quenching and tempering processes, and designed the efficient process.
Fukuya et al. [7] investigated the quenching crack caused by the martensitic transformation
of the cylinders. Taschauer et al. [8] predicted the mechanical properties of the turbine discs
after heat treatment. However, there are few studies of numerical simulations of the residual
stress of large heat-treated forgings considering both the transformation plasticity and creep
deformation.

In this study, a finite element method (FEM) model considering both the transformation
plasticity and creep was developed. Proposed model was integrated into commercial FEM
codes ANSYS via user subroutines. The material properties of the transformation plasticity
and creep were also measured experimentally. For experimental verification, the residual
stress measurements of the large forged shaft are compared with those of the simulations.

1. Numerical Modeling.

1.1. Constitutive Equation. In the thermo-clastoplastic constitutive equations, total
strain can be divided into six parts and expressed in incremental form as Eq. (1). Each
strain increments are calculated using Egs. (2)—(6), and the von Mises yield function is
expressed by Eq. (7). A kinematic hardening law is used to consider the reverse loading
which may occur during the cooling process. The back stress increment is defined as Eq. (8).
The transformation plastic strain can be expressed by Eq. (5) which is reviewed by Denis et
al. [9], and the creep strain is calculated using Norton’s law.

Ae= A€ +Ae? + Ae™ + Ae™ + Ae? + Ae€, ()
oF
Ae? = ANl —,
€ Py )
Ae™ = aAT, (3)
Ae™ = BAEI, 4)
Ae? = 3K (1— E)AEs, (5)
c 3 —n—1
At = EAO‘ Ats, 6)
3
F= 5(s—b):(s—b)—0y, (7
2
Ab=§HA6", ®)

where Ac€, Ae?, Ae™ | Ae™, Ae™ ,and Ae€ are the tensor increments of elastic strain,

plastic strain, thermal strain, phase transformation strain, transformation plastic strain, and
creep strain, respectively, AL is the plastic multiplier, « is the thermal expansion
coefficient, § is the transformation dilatation, s is the deviatoric stress tensor, K is the
transformation plasticity parameter, & is the volume fraction of the new phase, 4 and n
are the creep parameters, b is the back stress tensor, o , is the yield stress, and H is the
plastic hardening modulus.

y
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1.2. Calculation Flow. Figure 1 shows the calculation flow chart of the subroutine
program USERMAT in ANSYS. It is assumed that all plastic strains due to the forging
process itself have relaxed and thus it is stress free. At the beginning of the analysis, the
phase fraction is defined. Then, the thermal strain and phase transformation strain are
calculated considering the phase fraction. After the yield criterion, the implicit integration
analysis including both the transformation plastic and creep strains is performed with the
return mapping algorithm, since large calculation errors are observed in the explicit
integration analysis [10]. The return mapping equations for the elastic and plastic domain
are given in Egs. (9) and (10), and the equivalent stress and the equivalent plastic strain
increment are updated. Finally, the consistent tangent modulus is defined. This solution
procedure is repeated at each time increment.

g(@;41)=0/1 —3G(AE” + A )~ 4, ©)

il —3GAE"
143G(AE” + A€/,

g(Ae")= -0, —HAg", (10)

where 7% s the elastic trial stress, 7774’ is the elastic trial relative stress, 7, is the

equivalent stress, G is the shear modulus, and H is the plastic hardening modulus.

Calculation of phase fraction

Calculation of thermal strain
and transformation strain
increments

¥

Calculation of elastic trial stress

Yield Not yield

Mises yield criterion

Calculation of plastic strain, Calculation of transformation
transformation plastic strain and plastic strain and creep strain
creep strain increments increments

!

Calculation of consistent
tangent modulus

Fig. 1. The calculation flow chart of the subroutine program USERMAT.

1.3. Determination of Material Parameters. The material parameters for numerical
modeling are decided from the following procedures. The materials are Ni-Cr-Mo-V steel
(ASTM A470M steel). It is assumed that a microstructure is bainite due to slow cooling
rate of the large forgings.

1.3.1. Transformation Kinetics. The Johnson—-Mehl-Avrami—Kolmogorov (JMAK)
equation is used to depict the transformation kinetics of the bainitic transformation for an
isothermal condition. For consecutive cooling transformation kinetics, it is assumed that the
cooling curves can be divided into small time intervals in which the kinetics are isothermal.
The transformed phase fraction at the current time step is calculated from a fictitious time
depending on the fraction transformed up to the end of the previous time step [11].
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E i1 = 1=exp[—k(Tyy )74y + AL )" ], (11)
In(1— €. 1/n
i = |- ) 12
i+

where & is the volume fraction of bainite, & and » are material-dependent parameters.
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Fig. 2. Temperature—strain diagram measured by a dilatometric test.
Fig. 3. Phase fraction of bainite.

The material parameters (k, n) are determined using the least square method to
minimize the differences between the calculated volume fraction and the measured ones.
Figure 2 shows a temperature—strain diagram measured by a dilatometric test, which cools
specimens from the austenitizing temperature to room temperature. The transformed
fraction was estimated using Eq. (13), and Fig. 3 shows the volume fractions of bainite at
various cooling rates. Figure 4 shows a comparison between the measured and the
calculated phase fractions. Obtained parameters are shown in Eq. (14). In the cooling rate
range at 0.1 to 0.5 °C/min, the calculated volume fraction corresponds to the measured one.

Ae—a(§)AT

Ag=—— ">,
& BT (13)
k(T)=exp[—2-10"*(T—290)> = 027], n=017. (14)

1.3.2. Transformation Plasticity. The transformation plasticity is proportional to the
applied stress which is smaller than the yield stress of the austenite phase [12]. Therefore,
the transformation plasticity parameter K is experimentally identified from the relation
between the transformation plastic strain and the applied stress. The following tests were
performed to identify the transformation plasticity using a hot working simulator of
Thermec mastor z. The specimens were heated up to 850°C and cooled down rapidly to
450°C, and a stress was applied at 450°C and maintained at a constant level. The cooling
rate was 2 °C/min during phase formation. The transformation plastic strain can be
calculated as the deviation between the stress-free total strain value and the strain value
with a small applied stress. As shown in Fig. 5, linear relations link the applied stress and
the transformation plastic strain under tensile or compressive stresses. The obtained results
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Fig. 4. Measured and calculated phase fraction.
Fig. 5. Relation between applied stress and transformation plastic strain of bainite transformation.

give 95-107° MPa™! to a value of K under the tensile stress, and 122-107> MPa !

under the compressive stress. Because the difference in the values of K under tensile and
compressive stress is small, the value of K under the tensile stress was used in this
analysis.

1.3.3. Creep Property. The creep parameters were determined from a creep database
for the austenite phase of SUS304 steel [13] due to each body-centered cubic crystal
structure, and from the results of the stress relaxation test for the bainite phase. The
material for the relaxation test was heat-treated at 850°C and cooled at 1 °C/min in order to
obtain the bainite phase, and machined to the specimen with a diameter of 6mm. The initial
stresses, which were 0.1% of the yield stress at test temperature, were applied to the
specimen and the constraint was maintained at a constant level for 24 h. The creep strain
rate was calculated from the relaxed stress as a function of time.
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Fig. 6. Stress relaxation curves.
Fig. 7. Fitting with Norton’s law for stress relaxation properties.

Figures 6 and 7 show the stress relaxation curves, and the relationship between stress
and creep strain rate at various temperatures, respectively. The stress relaxation behavior is
different between the high stress and the low stress regions under temperatures of 250 and
300°C, in contrast to the results under temperatures from 350 to 500°C. This is because
about 5% austenite is inevitably retained in the specimen, and the stress relaxations occur
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Table 1
Creep Parameters
Temperature Phase Creep parameter
(0 4 n
250 a 171-1073 9.5
6.0-107% 9.2
300 5.46-107°¢ 17.8
11-107% 19.1
350 37-10"78 25.8
400 75910 7" 23.1
450 837-107% 19.4
500 4.49-10733 17.2
600 Y 2.96-1072 10.0
650 15-10722 10.0
700 70-10"2! 10.0
B B B B
0 f 5 a5 LJ
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Fig. 8. Creep parameters 4 and n.

due to both the retained austenite transformation and the creep deformation from 250 to
300°C. These stress-relaxation behaviors are expressed by a creep constitutive equation
using Norton’s law, which can well explain the creep behavior under the low stress as
shown in Fig. 7. Table 1 and Fig. 8 show the creep parameters used in the analysis.

1.3.4. Stress—Strain Curve. The stress—strain curves are described using the Ramberg—
Osgood equation (15) and calculated according to the linear mixture rule for the phase
mixture. The comparison of experimental and calculated stress-strain curves for the bainite
and austenite phase are shown in Fig. 9, and the parameters of the Ramberg—Osgood
equation are listed in Table 2.

g

8p=80(D) N (15)

where ¢, D, and m are the Ramberg—Osgood parameters.
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Table 2
Ramberg—Osgood Parameters
Temperature (°C) 20 ‘ 200 ‘ 400 ‘ 500 ‘ 700 ‘ 900
& a 0.0001
4
D a 480 530 490 420 - -
y - - - 8.9 13.8 17.8
m a 6.0 6.8 7.2 7.1 - -
y - - - 2.0 2.8 6.1
Table 3
Thermophysical Properties in Heat Transfer Analysis
Temperature (°C) 20 200 300 400 500 700 900
Specific heat a 447 519 554 596 644 - -
(J/(kg: K)) y - 540 | 554 | 568 | 582 | 611 639
Thermal conductivity a 353 37.8 37.2 36.6 34.9 - -
(W/(m - K)) y - 182 | 196 | 210 | 224 | 253 | 281
Density (kg/m3) - 7860
Transformation latent - 140
heat (kJ/kg)
Heat transfer coefficient | — 8 18 24 31 41 70 115
(W/(m? - K))
20—
—— Measured ,__...ﬁaevﬂ—"':
1000 L Calculated / e
o /Aé > 20°C(er)
= 800 /% 200°C(er)
@ 400°C(a)
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Fig. 9. Comparison of measured and calculated stress—strain curves.

1.3.5. Temperature Distribution. The heat transfer analysis was carried out for
temperature distribution of the large forged shaft as shown in the section below. The
thermophysical properties such as the specific heat and the thermal conductivity were
measured experimentally. The heat transfer coefficients in the calculations were estimated
using the inverse analysis method, which is chosen so that the simulated temperature has
the same value as the measured temperature. The thermophysical properties used in
analysis are presented in Table 3. Figure 10 shows a comparison of the cooling curves
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Fig. 10. Comparison of experimental and FEM analysis cooling curves: (a) J1280 mm; (b) 1080 mm.

between the experiment and the FEM analysis. The cooling time to room temperature is
approximately 100 h, and the average cooling rate at the transformation temperature area
was 0.17 to 0.25 °C/min. The temperatures predicted at both the center and the surface
show good agreement with the experimental results. In addition, the effect of the
transformation latent heat on the temperature was well simulated as shown in Fig. 10.

2. Analysis of Residual Stress of Large Forged Shaft.

2.1. Heat Treatment of Large Forged Shaft. Figure 11 shows the large forged shaft
used in this study. The material was Ni-Cr-Mo-V steel (ASTM A470M steel). The ingot
was forged using a 14,000-ton hydraulic free press. Then, the forging was heat treated at
850°C for 27 h and air-cooled. The prior austenite grain size number of the material is
about 6.0. Figure 12 shows a continuous cooling transformation (CCT) diagram of the
ASTM A470M with thermometry results. It can be presumed that the forgings had
microstructures of bainite referring Fig. 12.

I Thermometry point

O Stress measurement point

No.2 No.3 No.4
No.1 I No.5
Nl | —lﬁi
0480 | 61080 ¢ 1280 $ 1080 ¢ 540
7300

(mm)

Fig. 11. Schematic illustration of large forged shaft.
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Fig. 12. CCT diagram of A470M steel.
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Fig. 13. Residual stress measured at the outer surface using the ring-core method.

The residual stresses were measured in five places on the outer surface using the
ring-core method. The annular groove, which is 16 mm inner diameter, 7 mm in depth, was
machined around a strain gauge. The residual stresses were calculated from the relaxed
strains. Figure 13 shows the residual stress measured on the outer surface. The mean axial
and circumferential stresses are about 220 to 380 MPa tensile stresses, respectively. The
residual stresses of the small diameter parts (Nos. 1 and 5) were equal or higher than that of
maximum diameter part (No. 3). In spite of the relatively large difference in diameter, there
is no significant correlation between the diameter and the residual stress.

2.2. Verification of Residual Stress Calculation. In order to clarify the relative
effects of the transformation plasticity and creep, three analysis conditions were chosen:
(a) eliminating the transformation plastic strain and creep strain in Eq. (1), (b) considering
only the transformation plastic strain in Eq. (1), and (c¢) considering both strains in Eq. (1).
The mechanical properties used in analysis are presented in Table 4.

Table 4
Mechanical Properties in Thermo-Elastoplastic Analysis
Temperature (°C) 20 200 300 400 500 700 900
Elastic modulus (GPa) | « 208 195 187 180 173 - -
y - 182 173 164 155 137 119
Poisson’s ratio a 0.3
y 0.3
Yield stress (MPa) a 457 490 475 436 373 - -
y - 123 121 108 88 44 26
Thermal expansion a 147-107°
coefficient (°C™ 1) y 224 -10-5
Transformation dilatation | — 0.0068

The stresses analyzed are shown in Fig. 14. There is a little residual stress without
transformation plasticity, and the difference is on the dangerous side in terms of cracking
from the surface. The simulated residual stresses are tension when the transformation
plasticity is considered, but the tensile stress analyzed was higher than the measurements
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Fig. 14. Comparison of residual stress between experiment and FEM analysis: (a) analysis without
transformation plasticity and stress relaxation; (b) analysis with transformation plasticity only;
(c) analysis with transformation plasticity and stress relaxation.

from the large diameter parts. The analyzed surface stresses tend to approach the measured
stresses when the stress relaxation is considered. The effect of stress relaxation at the
surface of large diameter parts was higher than that at the surface of the small parts,
because the surface stresses increase with increasing diameter.

As shown in the above, both the transformation plastic strain and the creep strain play
important roles in simulating the residual stress in the heat treatment of a large forged shaft.
However, there is a quantitative difference between the analyzed and experimental values.
The difference may come from the effect of stress on bainite formation. This problem is
discussed in the next section.

2.3. Effect of Stress on Phase Transformation. It is well known that both the stress
and plastic deformation affect the phase transformation [14]. However, this effect is not
considered in this analysis since the phase transformation is investigated under zero stress.
It is difficult to measure the phase transformation experimentally under the simulated heat
treatment conditions of a large forged shaft. For the investigation of this effect, the
following simplifying assumptions were made. To consider the effect of stress on bainite
transformation, the kinetics of bainite can be given by Eq. (16) as a modified IMAK
equation with an additional stress term [15, 16],

k(T, )= k(T, 0)(1+ 40), (16)

where o is an equivalent stress and A4 is a material parameter.
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Fig. 15. Mean error of residual stress varying parameter A in modified JMAK equation under
applied stress.
Fig. 16. Residual stress considering stress dependence on the bainite transformation.

Repeated calculations were carried out varying the value of 4 in order to minimize
the mean error between the calculated stresses and the measured ones. Figure 15 shows the
mean error of the residual stresses while varying parameter 4. The analysis results using
the optimized value of A (4= 0.007) are shown in Fig. 16. The analyzed stresses are
approximately the same as the measured ones when the effect of stress on phase
transformation is considered. Since the phase transformation is accelerated due to the
stress, the surface stresses increase with increasing in the transformation plasticity effect. In
addition, the stress of a large diameter piece reaches the same level as that of a small
diameter piece due to the stress relaxation. It is confirmed that the calculated residual
stresses show a good agreement with the measurements. However, more experimental data
are required to clarify the details.

Conclusions. A FEM model considering both the transformation plasticity and creep
deformation was developed to predict the residual stress of a large forged shaft. The validity
of the calculation was verified by comparing the residual stress between experiment and
analysis. As a result, the following conclusions are obtained:

1. The constitutive equation for both the transformation plasticity and creep were
successfully incorporated into FEM code of ANSYS.

2. The material parameters of the transformation plasticity and creep were measured
experimentally and applied to the analysis.

3. The mean surface stresses of the large forged shaft were about 220 to 380 MPa in
tension, and no significant correlation was seen between diameter and residual stress.

4. There is a little residual stress without transformation plasticity, while considering
the transformation plasticity gives the same tendency for the simulated residual stress as
that of the experimental one.

5. The analyzed surface stresses tend to approach the measured one when the stress
relaxation is considered.

6. It is confirmed that the calculated residual stresses show a good agreement with the
measurements when the effect of stress on phase transformation is considered.

Pe3wome

TpuBasie 0X0JI0KEHHS IPH TEPMOOOPOOII BEIIMKUX ITOKOBOK BHACIIJOK MAacOBOTO e(eKTy
MIPU3BOJUTE 10 BUHUKHEHHS jAedopMariii MOB3ydOCTi HE TIIbKH 3a PaXyHOK BHCOKOL
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TEMIIepaTypu, a W BHACIIOK 11 3MiHHM. 3MiHA IUIACTUYHOCTI 1 MOB3Yy4OCTi pasoMm i3 dazo-
BUMH IIEPETBOPECHHAMH CTali CYTTEBO BIUIMBAE HAa PO3MOJLI HANPYKEHb Y MOKOBII Mics
TepMooOpoOku. Po3po0ieHo CKiHYCHHOENEMEHTHY MOJAETh 3 ypaxyBaHHSIM 3MIiHHU IITac-
TUYHOCTI 1 MOB3Yy4OCTi, IHTErpOBaHy B KOMEpIiiHY CKiHYeHHOeleMeHTHY Mozenb ANSY'S
13 BUKOPHCTaHHSM TJIIpOrpaM Juisi KOpUCTyBaviB. ExcriepuMeHTalbHO BU3HAYEHO Xapak-
TEPUCTUKU MaTepialy IpH 3MiHI IUIACTHYHOCTI 1 moB3ydocti. sl excrnepuMeHTalbHOT
TIePEBIPKU 3ATHIIKOBI HATIPY)KEHHS Y BEJHKIA MMOKOBII MOPIBHIOBAIN 3 OTPUMAHUMHU TIPH
MOJIeITFOBaHHI. Pe3ysbTaTit MOJEIIOBAHHS [TOKa3yIOTh, 10 3QJIHIIKOBI HANPY)KCHHS B OCHOB-
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