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Abstract
This paper focuses on the development of a new SPD (severe plastic deformation) process named HCAE (half
channel angular extrusion). HCAE technology is based on principled similar to ECAE, but imposes a larger amount and
more effective plastic deformation on materials. The amount of shear deformation can be altered by varying the process
parameters. Finite element analyses of HCAE were conducted in order to investigate the characteristics of deformation
during HCAE and the simulated results show that the predicted value of imposed plastic strain in a single pass reaches 2.5.
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Fig. 2 Second pass in HCAE process
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Fig. 4 3D modeling of HCAE die with & =90°, ¥=36°,
a=60°
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