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ABSTRACT. Axial monotonic and load-controlled fatigue tests were performed
to investigate the influence of forging at various temperatures and different
deformation rates, on both the microstructural and mechanical behaviour of
extruded AZ31B magnesium alloy. The obtained microstructural analysis
showed that the extruded AZ31B magnesium alloy possesses a bimodal grain
structure with strong basal texture. In contrast, once forged, the material
showed refined grains and a modified texture. A monotonic yield and ultimate
tensile strength of about 223 MPa and 278 MPa were observed for the forged
samples showing an increase of 18%, from the as-extruded material. The
optimum forging condition was determined to be the coldest of the
investigated temperatures, based on the improvement in both monotonic and
cyclic properties vs. the as-extruded material. The fractographic analysis of the
failure surfaces showed that ductile type fractures occurred in both as-
extruded and forged samples. However, more dimples and plastic
deformation were identified in the fracture surfaces of the forged specimens.
A significant improvement of fatigue life was also observed for all of the
forged samples, in particular those forged at 400°C and 39 mm/min. Forging
improved the fatigue life via a combination of grain refinement and texture
modification resulting in improved strength and ductility.
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INTRODUCTION

automotive industry throughout the past several decades [1]. Magnesium and its alloys show a very promising future

with widespread applicability in fatigue-critical components since they are the lightest structural metal and possess
cyclic properties similar to that of the heavier materials which are currently used in industry [2]. However, strong
crystallographic texture formed during processing and resultant anisotropic mechanical properties coupled with limited slip
systems at low temperature cause poor formability which limits the application of most magnesium alloys. Numerous studies
[3-6] have been performed with the aim of weakening the crystallographic texture which reduces the anisotropy in
mechanical properties. The most commonly reported mechanism for texture weakening of magnesium alloy is introducing
rare earth elements. The addition of Y, Nb, Gd, Ce, Ng etc. in magnesium alloys acts to weaken and randomize the texture
during deformation processes like extrusion, forging and rolling, which causes a reduction of crystallographic texture
intensity due to a more favorable deformation ratio of basal, prismatic and pyramidal slip [4]. Recently, Sarker et al. [3]
proposes multidirectional compression as a method for randomizing the texture and reduce the de-twinning activity.
Multidirectional forging (MDF) is another processing method which has been recently explored using magnesium alloys by
several researchers [7—12] in which the material is compressed at elevated temperature over a number of successive passes
incorporating a rotation of the forged material within the forging dies between each pass. This incremental approach towards
bulk deformation also acts to weaken the texture, promote grain recrystallization and achieve large total strains. The grain
refining effect which MDF has on Mg alloys can dramatically enhance the strength and ductility of the material, the efficacy
of which is highly dependent on the processing conditions, number of passes and particle stimulate nucleation (PSN)
propensity of the alloy [8]. This previous work on Mg-RE alloys and MDF [7, 9, 18,10-17] characterized the evolution of
the monotonic properties and texture intensity over the duration of subsequent passes of thermomechanical processing,
mainly to improve the mechanical properties such as strength and tensile ductility. However, there was limited
improvements on bendability which is dominant in forming operations and crash events. The current work focuses on
characterizing the fatigue behaviour of forged Mg alloys for fatigue critical components which is largely unknown in
literature. A goal of the current work is to better understand the mechanisms affecting fatigue life of non-rare earth Mg
alloys with appreciable texture, and characterize the structure-properties relationship of uni-axially forged AZ31B Mg.
Although studies regarding the effect of varying processing parameters on the mechanical properties of forged magnesium
are available in literature, they are not numerous. Madaj et al [19] investigated the effect which varying the forging parameters
had on the AZ (31, 61, 91) family of Mg alloys in open-die forging at both hot and warm working temperatures. They
determined the optimal temperature window for achieving the desired geometry of near net shape components via die-
forging of cast-homogenized AZ31 magnesium to be between 290-345°C. Kobold et al [20] performed both axial and radial
open die forging of extruded AZ80-T5 at rates between 5-20 mm/sec, and obsetved no significant difference on the
anisotropy of the material flow regardless of the forging direction. They concluded that optimal isothermal forging
temperature (from the perspective of achieving maximum forgability) to be 350°C, and also recommending that this
optimum condition tends toward lower temperatures with increasing strain rate as higher than optimal temperatures induced
by the heat of deformation can lead to undesirable hot cracking. Kurz et al [21] investigated at various temperatures (180°C,
240°C and 340°C) the behaviour of as-extruded ZK60 and AZ80-F magnesium duting closed die forging. They concluded
that at higher deformation rates (300-400 mm/sec) forging at 240°C resulted in the most desirable mechanical propetties
of those temperatures which were investigated. Furthermore, they observed that increasing the forging temperature
decreases the mechanical strength due to grain growth but enhances the clongation due to increased microstructure
homogeneity. Miura et al [17], investigated the effect of multi-directional multi-step forging on the mechanical properties
of AZ61 alloy, and discovered that the effect that cumulative strain had on grain refinement was pronounced. They observed
that with decreasing grain size came increasing levels of microstructure homogeneity and corresponding increases in strength
supporting Hall-Petch relation for Mg alloys also observed by [7, 21-23]. More recent studies by Grygu¢ et al on forged
AZ80 Mg [24-25] also highlight the modification of both microstructure and texture in multi-dimensional forging, and the
resulting increase in strength and ductility and complex behaviour in the fatigue response.
The focus of state-of-the-art literature surrounding wrought Mg alloys is on the tension-compression properties and fatigue
behavior of cast, extruded and rolled processing techniques. Somekawa et al. [20] studied the fully reversed stress controlled
cyclic behaviour in extruded AZ31 Mg alloy with appreciable texture and observed pronounced asymmetry and twinning in
the compressive response. Yin et al. [27] was able to connect the salient deformation mode to the morphology of the fracture
surface when they found that under strain controlled cyclic testing the stable crack propagation zone is characterized by a
lamellar structure resulting from twinning dominated deformation, whereas the final fracture zone has a dimpled

T here has been a strong impetus towards increasing levels of fuel efficiency and decreasing emissions in the
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morphology tresulting from slip being dominant. Other studies [28-31] also investigated the effect of sample direction on
fatigue crack growth in magnesium alloys. More detailed studies regarding multiaxial cyclic response, failure mechanism and
fatigue life modeling also indicate analogous effects of thermomechanical processing on the texture evolution, monotonic
and cyclic responses of AZ31B Mg alloy [32-38] and other Mg alloys [39-42].

Despite the previous research mentioned above, the study of the cyclic behavior of forged magnesium, in particular the
load-controlled fatigue properties of extruded then forged magnesium alloy is quite limited in the literature. Specifically,
although the texture reorientation in Mg due to forging has been explored previously, it is unclear the processing conditions
and strain required to fully recrystallize the microstructure rotate the predominant basal plane in forgings of industrially
relevant sizes. Therefore, the aim of this study was to discuss the effect that the thermomechnaical forging conditions have
on the microstructure and mechanical properties such as uniaxial tensile and compressive, and cyclic rotating-bending
fatigue properties of extruded AZ31B Mg alloy. Finally, identifying the sensitivity of extruded AZ31B Mg alloy to both
forging temperature and strain rate will also be explored with the objective of producing desirable properties with good
homogeneity.

Forging Rate Temp Grain size oys oUTS EFAIL K of b orat @ 107

1D . n
[mm/min] [°C] [um] [MPa] [%] [MPa] [MPa]
Base As-extruded - 32.5+3.5 189.4 235.4 17.5 0.11 330 281.4 -0.048 129.8
S1 3.9 300 16.8+1.9 224.2 2717.5 26.3 0.11 394 346.9 -0.062 127.7
S2a 3.9 400 14.5%0.8 202.0 269.3 220 014 404 260.3 -0.036 145.7
S2b 39 400 8.81£0.5 210.6 276.7 234 012 399 258.1 -0.033 151.6
S2¢ 390 400 8.510.2 212.8 276.8 23.5 0.12 402 315.2 -0.053 134.1
S3 3.9 450 10.7£0.5 196.9 257.2 21.0 012 376 317.3 -0.054 132.9

Table 1: The relationship between gran size, forging, strength, elongation, hardening, and fatigue parameters of AZ31B alloy forged at
various temperatures and rates.

EXPERIMENTAL

from HADCO in the form of an extruded billet of diameter 63.5 mm in the as-fabricated condition. The forging

was conducted at CanmetMATERIALS using AZ31B extruded feedstock of the aforementioned diameter which
was cut into 65 mm lengths. Wong et al. [43] characterized the small-scale compression response of this alloy between 300
and 500 °C with the strain rate ranging between 0.001 and 1 s-'. The samples were too small to extract subsequent coupons
for mechanical testing but this study was used to help eliminate unfavorable forging conditions for the intermediate scale
forgings conducted in the current work. All tests were carried out on a 500 Ton hydraulic press with an upper and lower
platen (die) which were both flat. The billet and tooling were heated separately to the same temperature of 300°C, 400°C,
and 450°C. The orientation of the billet to the press was such that the radial direction was along the direction of the press
stroke (i.e. direction of forging was coincident to radial direction of the billet). Forging was done at three different
deformation rates of 3.9, 39 and 390 mm/min. It should be noted that each condition will subsequently be refetred to as
S1, 82a, S2b, S2c and S3 as shown in Table 1. The as-extruded material (Fig. 1a) was coated with graphite lubricant to reduce
the friction between the billet and dies. The material was forged from a height of 63.5 mm to 13 mm and then air cooled
(Fig. 1b). Although the die temperature remained almost constant throughout the test, the billets heat loss to the surrounding
air during forging was expected, particularly for the slower forging rate condition. Fig. 1 ¢ and d shows the orientation for
which the metallographic, tensile, compression and fatigue tested specimens were extracted from both the extruded and
forged billets. As shown in Fig. 1c, the extruded specimens were extracted from a location which was ~50% of the radius
of the as-extruded billet. All specimens were taken with their longitudinal axis coincident with the extrusion direction of the
as-extruded and forged billets as to highlight the effects of texture reorientation. Furthermore, to ensure consistency
between the mechanical behaviour of different specimens, all tensile and fatigue specimens were extracted such that the
middle of the gauge section coincided with the thru thickness plane of symmetry of the forged sample, as shown in Fig. 1
d. Fig. 2 shows a schematic representation of the temperature history of the billet during the heating, forging and cooling
phases for the 400°C temperature forgings (S2a, S2b, S2c¢). The effective strain (imposed by the uniaxial forging step) within
the gauge section of the forged samples is in the approximate range of ~125-175%.

T he material used in this investigation was commercially available AZ31B magnesium alloy. The material was received
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Figure 1: Isometric images of (a) as-extruded billet (b) radially forged sample; and schematic diagram showing the location of tensile
and fatigue test sample extraction in (c) as-extruded billet (d) and forged billet.
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Figure 2: Schematic representation of temperature history for various stages of the processing during forging of the AZ31B extruded
magnesium alloy. Different line weights show approximate effect of convective cooling on the slower rate forgings.
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RESULTS

Microstructure and Texcture
he as-extruded sample (base) possesses severely bimodal grain structure whose major axis is oriented along the
I extrusion direction, and surrounded by clusters of smaller grains (Fig. 3a). The calculated average grain size for the
as-extruded material is 32.5 um with a significant bi-modal size distribution. As seen in Fig. 4, the forged specimens
all exhibited a refinement in grain size, with grain refinement being more pronounced as forging speed increases. In contrast,
the forged samples exhibited an average grain size ranging between 8-17 pm (corresponding to a reduction in grain size of
between ~48-73% compared to the as extruded material). The grain morphology in the forged conditions appears to be
much more “pancake” like in nature with microstructures ranging from partially recrystallized (S1 and S2a) to fully
recrystallized (S2b, S2c). The fully recrystallized grains in the forgings (S2b and S2c¢) are considered to be the optimal
microstructure (of the investigated conditions) based on the more equiaxed and homogeneous grain morphology and
considerable grain refinement of ~74% compared to the as extruded condition. These microstructural observations agree
well with those made by other researchers whom investigated multidirectional forging of Mg alloys [7-10, 44], such that the
accumulated strain following the first step of MDF ranges from 50-150%, and the resulting level of grain refinement is
~50%, for a variety of different alloys and processing conditions. Furthermore, they have also observed that the first pass
of MDF (which is loosely similar to the style of forging and resulting forged material investigated in this work), yields the
largest grain refining effect with each subsequent pass exhibiting diminishing response [10]. The highest temperature forging
(83) exhibited a fully recrystallized grain structure with moderate grain growth (average grain size ~19% over the optimum
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forging condition S2c.) It should be noted however that the microstructure of the highest forging temperature (450°C)
exhibited further improvement in homogeneity, which was accompanied by a reduction in both tensile and compressive
ultimate strength, a trend which directly agrees with findings presented by Kurz et al [21] in AZ80 die forgings.

Figure 3 (b, ¢) depicts the calculated pole figures for the basal (0002) and prismatic (1010) planes obtained via XRD. There
is a strong texture in the as-extruded condition (Fig. 3 b,c) with the c-axis of the hexagonal close-packed (HCP) crystal
orientated along the radial direction of the billet. The forged material shows a trend of texture strengthening with

temperature, particularly in the basal plane, with its c-axis orientation being coincident with the forging direction (radial
direction).

(0002)
&ED

Figure 3: (a) Initial microstructure and (b) (0002) and (c) (1010) pole figures of the as extruded AZ31B magnesium alloy (d) the
schematic diagram showing the position of the unit cell before and after forging.

Figure 4: Typical optical microstructures of AZ31B extruded magnesium alloy forged at 3.9mm/min and various temperatures of (a)
S1-300°C (b) S2a - 400°C (c) S3 - 450°C and then 400°C and various rates of (d) S2b - 39 mm/min and () S2c - 390 mm/min.
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This effect of forging on the basal texture is a modification of the predominant crystallographic orientation to be axis-
symmetric in the as-extruded billet to a planar orientation parallel to the direction of forging in all forging conditions.
Important to note is that since the direction of forging was coincident to the c-axis orientation for the vertical (ED-RD)
plane of crystals in the as-extruded billet, virtually no rotation of c-axis will occur in these crystals. However, crystals which
lie in locations off this vertical plane of the initial billet will reorient their axis to be coincident with the direction of forging.
The rotation of the c-axis in cases where the forging direction is perpendicular to the c-axis has been reported by several
researchers in the literature [3, 32, 45]. Previous work by Gryguc et al [46] done with axially forged AZ31B extruded billets

show an obvious c-axis reotrientation, with {10T2} extension twins being formed via a rotation of ~ 86.3° towards the

loading direction, resulting in a reduction of yield stress. The orientation of the unit cell within the final forging is
schematically shown in Fig. 3d with the basal plane of most unit cells being oriented normal to the forging direction. Wang
et al. [47] had found that following significant plastic strain, most c-axis orientations which are favourable for twinning will
re-orient them to the direction of forging. Furthermore, several researchers [8—10, 12, 48] have also observed that the first
pass of multidirectional forging also yields the largest modification to the texture, as the rotation of the c-axis to align with
the direction of applied load and evolution of twin volume fraction are highest in the first forging step which agree well
with the observations seen in the current study.
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Figure 5: Sensitivity of texture to forging temperature: (0002) and (1010) pole figures obtained from the AZ31B extruded magnesium
alloy forged at (a) S1 - 300°C, (b) S2a - 400°C and (c) S3 - 450°C tempetature for the speed of 3.9 mm/min.
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Figure 6: Sensitivity of texture to forging rate: (0002) and (1010) pole figures obtained from the AZ31B extruded magnesium alloy
forged at the speed of (a) S2b - 39 mm/min and (b) S2¢ - 390 mm/min at the temperature of 400°C.

Monotonic and Cyclic

Fig. 7a shows the true stress-strain response for the as-extruded (base) and forged (S1, S2a, S2b, S2¢, S3) materials in the
extrusion direction. It can be seen that once forged, the yield strength and elongation to failure significantly increase. A
similar increase in the radial direction properties in particular, both tensile [46] and compressive [49, 50] strengths of AZ31B
after forging was observed by Gryguc et al. This increase can be attributed to the grain refinement and texture modification
via the reorientation of the c-axis to the direction of forging which generally results in higher tensile strength in the directions
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perpendicular to the direction of forging. In addition, there is also a moderate increase in the ultimate tensile stress in the
material once forged. Both the yield and ultimate strengths as well as failure elongation exhibit a fairly weak sensitivity to
strain rate (as illustrated by S2a, S2b and S2¢). Fig. 7c and d illustrate the hardening behaviour for the investigated conditions.
Satker et al observed a hardening response that is characterized by 3 distinct stages for AM30 [50]. These three stages can
be described as: an initial rapid decrease in strain hardening rate, followed by an inflection point and gradual increase in
hardening rate, and finally a more moderate decrease in strain hardening rate until failure. All of the extruded and forged
samples exhibit only two distinct hardening response stages which are similar to stages 1 and 3 described above, however
no rate stabilization similar to stage 2 was observed. As described by Gryguc et al [46], the presence of the hardening
stabilization or gradual rate increase in stage 2 is an indicator of the occurrence of twinning deformation whereas the absence
of the stabilization zone is indicative of slip being the salient deformation mechanism. It can be seen in Fig. 7c that the
transition between stage 1 and stage 3 hardening occurs in the as-extruded material more abruptly and at a lower true strain
than in the forged material, regardless of the condition. Several researchers [9, 10, 15] also observed very similar tensile
hardening behaviour with increasing number of passes of multidirectional forging, supporting the observation that the
dominant deformation mechanism in tension is slip, regardless of the texture intensity (or level of randomization present
within the material). The compressive stress-strain curves shown in Fig. 7b show evidence of sigmoidal hardening behaviour
for both the base material and all forged conditions. This is indicative of twinning deformation and a hardening response
with three distinct stages. Wang et al. [47] observed a similar hardening behaviour in compression for AZ31B samples
parallel to the extrusion direction, whereas normal to the extrusion direction, only stage 1 and 3 were evident. As shown in
Fig. 7b, a similar trend to that which was observed in tension is also true in compression such that a significant increase in
yield and moderate increase in ultimate strength were observed. However, the increase in compressive ductility is minimal
once forged. Fig. 7d shows the compressive hardening response for all investigated conditions, it is evident that three distinct
hardening zones exist as discussed earlier. Stage 1 shows the initial rapid decrease in hardening rate to be virtually identical
in all investigate conditions with the forged conditions tending towards a later transition to stage 2 due to their higher yield
strength. In the as-extruded material, stage 2 shows clear evidence of rate stabilization indicative of twinning deformation,
with a steady increase in hardening rate due to increasing twinning density to an eventual hardening rate saturation at ~8%
true strain. All of the forged conditions exhibit similar hardening behaviour with only slight differences in stage 2 behaviour.
Firstly, the forged materials exhibit no true rate stabilization in stage 2, simply an exponentially increasing hardening rate to
the same eventual hardening saturation as the as-extruded material. However, the onset of stage 2 hardening is characterized
by a lower initial rate indicative of almost pure twinning in the post yield regime transitioning to mixed hardening between
5-8% strain as the refined microstructure of the forged material acts to modifying the mechanism for twin nucleation,
growth and interaction. This observation is supported by the more intense basal texture in all of the forged conditions.
Finally, both the tensile and compressive responses show greater sensitivity to temperature than they do to strain rate, and
based upon this observation, it can be concluded that condition S1 (300°C) can be considered optimal in terms of monotonic
properties. Additional to this, the yield asymmetry which is very pronounced in the as-extruded material decreases
significantly once forged, with condition S1 showing the lowest asymmetry as can be seen in Fig. 7f.

As discussed previously, the mechanical properties of magnesium alloy are significantly influenced by the texture, especially
the orientation of the crystallographic c-axis relative to the loading direction of the material. It can be seen that in terms of
both tensile and compressive monotonic responses, the base and forged materials all exhibit the same type of hardening
behaviour (albeit the base materials hardening saturates sooner than in the as forged materials). Coupling this observation
with the XRD results presented in Fig. 6 reinforce the conclusion that the improvement in mechanical properties can be
attributed to the changes in both microstructure (grain refinement and homogeneity) and the modification of texture (from
axisymmetric to planar HCP crystal orientation).

Fig. 8 shows the S-N cutve obtained from both the as-extruded and forged specimens at different stress amplitudes. As
seen in Fig. 8a, the samples forged at 400°C obtained significantly longer fatigue life in both the low and high cycle regime
for the fixed stress amplitude, regardless of the forging speed. Fig. 8b illustrates that at a fixed forging rate of 3.9 mm/min,
the low cycle fatigue response is very similar regardless of the forging temperature. However, in the mid to high cycle regime,
a forging tempetatute of 400°C yielded the longest life for this a forging speed of 3.9 mm/min. At 140 MPa stress amplitude,
the as-extruded alloy showed a fatigue life of ~2.1x106 cycles while all forged conditions exhibited a higher number of cycles
to failure, with the following forged conditions (S2a, S2b) exhibiting a life greater than 107 cycles. This is attributed to the
forged material having a considerably larger elastic regime as compared to the as-extruded sample as discussed above.
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AZ31B magnesium alloy.
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Figure 8: S-N Plot of the stress amplitudes of 130-180 MPa vs. number of cycles until failure for the AZ31B magnesium alloy in as-
extruded and radially forged at different rates and temperatures; (a) comparison between the as-extruded and forged at a fixed
temperature of 400°C and rate of 3.9 and 39 mm/min, and (b) compatison with different temperatures of 300°C, 400°C and 450°C for
a fixed rate of 3.9 mm/min.

Fracture Mechanisms

SEM images showing the macroscopic features of the fracture surface of the monotonic tensile specimens are illustrated in
Fig. 9. The as-extruded condition Fig. 9(a) exhibited a vigorously cleaved surface with facets of varying orientation and size.
All forged samples Fig. 9(b - e) exhibited very similar fracture surface morphology regardless of the forging condition. The
morphology for the as-extruded material is characterized by a significantly faceted and cleaved surface which shows evidence
of twinning deformation for a large proportion of the area. In contrast to the as-extruded condition, the forged samples had
features which were dimple-like in nature agreeing well with the observed increase in ductility and evidence of macroscopic
plasticity. Fig. 10 shows higher magnification images of the monotonic tensile fracture surface for the as-extruded Fig. 9(a)
and various forged conditions (b - ¢). The as-extruded fracture surface is characterized by a lamellar morphology with many
parallel groupings of lamella with varying orientations. The interfaces of these lamella are characterized by tear ridges which
are the boundary between adjacent terraces of varying elevation. The fracture surface of the forged material is characterized
by many shallow dimples with tear ridges that seem to be predominantly at 45° directions to either the lateral or longitudinal
directions on the image (which corresponds to a 45° angle relative to the forging direction/c-axis direction). The presence
of a vigorously dimpled surface morphology is the main characteristic which differentiates the forged from the as-extruded
conditions. It is well known that that the depth of the dimples is an qualitative indicator of ductility with deeper dimples
corresponding to more plasticity [52]. This agrees well with the more ductile tensile monotonic response of the material
once forged. Wang et al [52] investigated the tensile fracture surface morphology of extruded AZ80 specimens which
underwent Equal Channel Angular Pressing (ECAP) and observed that the fracture surface varied only slightly before and
after ECAP, and did not vary with up to 4 subsequent passes of further ECAP deformation, other researchers [53, 54] have
also had analogous findings.

SEM images showing the macroscopic features of the fracture surface of the fatigue specimens are shown in Fig. 11. All
samples exhibited fatigue crack initiation (FCI) at the surface of the specimen. The as-extruded material (Fig. 11c) exhibits
a fracture surface with a severely faceted morphology with substantial cleavage like terraces and widespread macroscopic
striations of varying orientations. The propagation zone is also comparatively rough relative to the forged sample (Fig. 11d).
In contrast, the forged sample exhibited a distinct FCI with radially branching ratchet marks and a large propagation zone
which is much flatter and more stable than the as-extruded condition. The final fracture zone is opposite to the FCI location
indicating a stable crack propagation in a direction which is approximately perpendicular to the initial fatigue crack initiation
site as is typical with fully reversed zero mean offset rotating bending testing. A magnified view of the propagation zone on
the fracture surface morphology is shown in Fig. 12 (a, c). It can be seen that for the as-extruded material (Fig. 12a) the
general direction of fatigue striations (FS) is in the diagonal direction on the image (which corresponds to a ~45° angle to
the crack propagation direction). A distinct herringbone pattern is also present with the apex of fatigue striations occurring
on what appears to be grain boundaries. Yin et al [27] observed similar twin lamella in AZ31 extrusion duting strain
controlled fatigue testing. Zhang et al [53] denoted the “apex” or interface of parallel groupings of striations as secondary
cracks in welded AZ31B plate material during stress controlled fatigue testing. The forged condition S2a (Fig. 12¢) exhibits
fatigue striations which, in general, branch in directions which are radial to the location of FCI (longitudinally in the image).
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The final fracture zone surface morphology is shown in Fig. 12(b, d). The as-extruded material Fig. 12(b) shows some
evidence of ductility as well as an intergranular fracture morphology with a faceted structure. The forged sample Fig. 12(d)

showed much more evidence of ductility with a very pronounced dimpled surface morphology and terrace like structure
supporting the observation of more plastic fracture behaviour.
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Figure 9: SEM micrographs showing the overall tensile fracture surface of the AZ31B extruded samples (a); forged at rate of 3.9 mm/min

and a temperature of (b) 300°C (c) 400°C and (d) 450° C, and (e) forging rate of 39 mm/min at a temperature of 400° C Note: the
enclosed areas are magnified in Fig. 10.
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Figure 10: The corresponding SEM micrographs showing morphology (enclosed in Fig. 9) of the tensile fracture surface of the AZ31B

extruded samples (a); forged at rate of 3.9 mm/min and a temperature of (b) 300°C (c) 400° C and (d) 450° C, and () forging rate of
39 mm/min at a temperature of 400° C.
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Figure 11: SEM images of fatigue fracture surfaces of the samples tested at total stress amplitude of 150 MPa showing an overall view
for the AZ31B magnesium alloy in (a) as-extruded condition and (b) forged at the rate of 3.9 mm/min at 400°C temperature (S2a), and
the corresponding fatigue crack initiation sites at higher magnifications; (c) as-extruded. (d) forged condition S2a. Here, yellow boxes
and red arrows are showing the position of fatigue crack initiation (FCI) sites while red dashed line separated the fatigue crack
growth/propagation (FCG) atea and final fracture (FF).

Figure 12: The magnified view of SEM micrographs showing morphology of the fatigue fracture surface of the AZ31B extruded (a, b)
and forged at temperatute of 400° C for the rate of 3.9 mm/min (c, d) in the cracks propagation zone (a, ¢) and final fracture zone (b,
d) as indicated in Fig. 11 with locations 1 & 2.
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CONCLUSIONS

investigated. On the basis of the microstructure, stress-strain response characteristics and stress-controlled fatigue
behavior, the following conclusions can be drawn:

1. The as-extruded condition exhibited a significant bi-modal grain structure with average grain size of 32.5 pm while
the forged sample shows smaller, equi-axed grains with average grain size of about 11.7 pum.

2. The thermomechanical process of open die forging recrystallizes the microstructure and modifies the axisymmetric
basal texture of the extruded billed to be intense basal texture in the plane of the forged specimen with the
crystallographic c-axis reorienting itself to be parallel with the forging direction.

3. After forging, both the strength and ductility of the alloy were improved, predominantly resulting from the more
refined grain structure. It was observed that AZ31B alloy had a yield strength and failure elongation of about 189
MPa and 17% in as-extruded state while in the forged condition these properties improved to 218 MPa and 21%
respectively.

4. 'The cyclic behaviour also showed an appreciable improvement in performance, i.e. longer fatigue life with an
increase of 22 MPa in fatigue strength at 107 cycles being typical of the forged vs. as-extruded material.

5. The monotonic and fatigue responses exhibited a higher sensitivity to forging temperature rather than deformation
rate. In general, the strength is inversely correlated to the forging temperature and positively correlated to rate.

6. 'The fracture surfaces of all samples were characterized by a terrace-like faceted morphology with an intergranular
fracture path in the as-extruded condition, whereas the forged conditions exhibited a much more dimple-like
fracture surface and transgranular fracture path indicative of more plasticity.

T he tensile and fatigue behavior in the extrusion direction of as-extruded and forged AZ31B magnesium alloy were
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