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Abstract: A complex curved surface was divided into several patches and the trajectory planning

for each patch was performed. A quadratic function of the paint deposition rate on a plane was pro-

posed according to the experimental data, and a model of paint deposition rate was established. The

trajectory integration problem can be modeled as the tool trajectory optimal integration, and a particle

swarm optimization was advanced to solve the trajectory integration problem. Finally, the simulation

and experimental results illustrate the feasibility and availability of these optimization algorithms.
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Study on Micro Forward Extrusion of Zr—based Bulk Metallic Glass in Supercooled Liquid Region
Wang Yi Zheng Zhizhen Li Jianjun
State Key Laboratory of Materials Processing and Die & Mould Technology,
Huazhong University of Science and Technology, Wuhan, 430074

Abstract: In order to study the influence of specimen dimension and extruded die length on micro
forward extrusion processing of Zrs;; Cuy, Alyo Ni; bulk metallic glass in the supercooled liquid region,
micro forward extrusion experiments with different specimen sizes using different extruded dies were
proceeded, and the characteristic of material flow in different conditions were obtained. The results
indicate that, the forward extrusion is feasible for Zr;; Cuy, Aljy Ni; bulk metallic glass at temperature
450°C and strain rate 0. 001~0.01s™'. Also, with the decrease of specimen size, the unit pressure of
upper die and the swell ratio of specimen increase and the tendency of forming load changes. At last,
when the specimen is extruded in a short die, the unit pressure and swell ratio are both larger than
those of which is extruded in a long die.

Key words: Zr — based bulk metallic glass; supercooled liquid region; micro forward extrusion;

size effect
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