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Table 1  Chemical composition of 690 alloy (ω/%) 

Cr Fe C Ti Al Ni 

29.19 9.49 0.02 0.24 0.28 Bal. 

 

 

 

 

 

 

 

1-container, 2-block, 3-glass pad, 4-mandrel, 

5-extrusion die, 6-billet 
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Fig.1  Finite element geometric model for hot extrusion 

of 690 alloy 
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Fig.2  Flow chart of finite element module for computing 690 

alloy microstructure evolution 
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Fig.3  Microstructures of 690 alloy at strain of 15% (a~c) and 50% (d~f) and different deformation temperatures: 

(a, d) 1100 ¤, (b, e) 1150 ¤, (c) 1250 ¤, and (f) 1200 ¤ 
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Fig.4  Recrystallization of 690 alloy at different extrusion ratios 

and billet temperatures 
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Fig.5  Percentage of recrystallization and microstructures of extrusion pipe at different extrusion ratios: (a) 2.3 and (b) 8.8 
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Fig.6  Grain size distribution of 690 pipe at different extrusion ratios: (a) 20.7, (b) 15.3, and (c) 8.8 
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Fig.7  Extrusion force and grain size of 690 extrusion pipe at 

different extrusion ratios 
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Fig.8  Grain size distribution of extrusion pipe at different billet temperatures: (a) 1100 ¤, (b) 1150 ¤, and (c) 1250 ¤ 
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Fig.9  Extrusion force and grain size of 690 extrusion pipe at 

different billet temperatures 
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Fig.10  Grain size distribution of extrusion pipe at different extrusion speeds: (a) 150 mm/s, (b) 200 mm/s, and (c) 300 mm/s 
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Fig.11  Extrusion force and grain size of 690 extrusion pipe at 

different extrusion speeds 
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Fig.12  Comparison of actual extrusion values and calculated 

values by finite element of hot extrusion 
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Abstract: The critical extrusion process of the fully dynamic recrystallization of the 690 alloy was analyzed by the Gleeble thermal 

compression experiment. The microstructure evolution model of 690 alloy was taken into the finite element (FE) software Deform-2D, and 

the secondary development of the FE software was carried based on the microstructure evolution during extrusion process. Then the 

influence of extrusion ratio, billet temperature and extrusion speed on the microstructure of 690 alloy were studied. The extrusion process 

control method for the microstructure of 690 pipe according to the capacity of the extruder and the microstructure requirement was 

proposed. And further the actual extrusion vertification based on the FE results was performed. The results show that the grain size of the 

extrusion pipe decreases firstly and then increases with the increasing of extrusion ratio. The grain size of 690 extrusion pipe decreases 

with the decrease of billet temperature and extrusion speed. The grain size of the extruded pipe can be controlled bellow 62.7 µm when the 

billet temperature is 1200 °C and extrusion ratio is 15.3. The relative error between the simulation results and the extruded pipe is only 

4.5%. 

Key words: hot extrusion; 690 alloy; percentage of recrystallization; finite-element simulation; secondary development 
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