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Prediction Technology of Titanium Alloy Microstructure Utilizing Large Forging
Simulator
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Abstract

Titanium alloys are widely used for aircraft parts thanks to their high specific strength and excellent corrosion
resistance. Since mechanical properties of the alloys are strongly related to their microstructure, it is extremely
important in manufacturing to know the changes in microstructure during forging and during post-forging
heat treatment. A recently-introduced 1500-ton forging simulator has been used to observe the microstructural
change during the forging of a near-f titanium alloy, Ti-17 (Ti-5A1-2Sn-2Zr-4Mo-4Cr), which is used for engine
parts. In addition, attempts were made to predict the microstructure by applying the modeled results to the
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actual prototype results of simulated parts. This paper introduces the results.
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