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Abstract

The objective of this research was to use the Finite Element Method (FEM) to analyze the thermal
and mechanical aspects of the hot forming process for boron steel sheet metal. The commercial
FEM software AutoForm R3.1 was used. Boron steel sheet (Grade 22MnB5) with a thickness of 1
mm was simulated. The research was divided into two steps. Firstly, accuracy and reliability testing
of the FE model were carried out. The simulation results, in terms of temperature and cooling rate,
were compared with experimental results, in order to confirm the optimization of the model.
Secondly, the FE software was used to investigate the development of hot stamping to deform a
deep drawn part that was cracked and has excessive thinning. It was found that the hot stamping
process could decrease major strain and strain hardening, which increased the formability of the
part. Thusly, cracks and excessive thinning of the deep drawn parts were eliminated by the hot
stamping process. It was concluded that the FE model could be used to improve the quality of deep

drawn parts, in addition to reduction of cost and production time.

Keywords:  Hot sheet metal forming / Finite Element Method / Boron steel / Formability
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31N n.1 sz neuMunvedTag 22MnB5

panlsznou
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0.217

1.162

0.0029

M13197 0.2 ANLAUDIIAY 22MnB5

Elasticity

Young’s modulus

105,000 N/mm’

Poisson’s ratio

Specific weight 7.8 x 10° N/mm’
Yield surface
T, 1 o, 78.8 N/mm’
s 1 o, 78.8 N/mm’
Iy, 1 (O 78.8 N/mm’
r, 1 o, 78.8 N/mm’
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Stress (N/mmz)

Qo ain rate 6 0.1 0.3 1 3 10
0.0198 204.39 229.63 260.89 293.11 333.01
0.0296 219.28 246.36 279.89 314.46 357.26
0.0392 232.81 261.56 297.16 333.87 379.31
0.0488 24538 275.68 313.21 351.89 399.79
0.0583 256.93 288.66 327.95 368.46 418.61
0.0677 267.56 300.60 341.52 383.70 435.93
0.0770 277.34 311.60 354.01 397.73 451.88
0.0862 286.36 321.72 365.52 410.66 466.56
0.0953 294.67 331.06 376.12 422.58 480.10
0.1044 302.41 339.76 386.01 433.69 492.72
0.1133 309.48 347.7 395.03 443.82 504.24
0.1222 316.08 355.12 403.46 453.29 514.99
0.1310 322.18 361.96 411.24 462.03 524.92
0.1398 327.87 368.36 418.51 470.19 534.20
0.1484 333.07 37421 425.15 477.66 542.68
0.1570 337.95 379.69 43137 484.64 550.62
0.1655 342.45 384.75 437.12 491.11 557.96
0.1740 346.68 389.49 442.51 497.16 564.84
0.1823 350.54 393.83 447.44 502.7 571.13
0.2000 358.00 40221 456.96 513.4 583.29
0.3000 385.42 433.02 491.97 552.73 627.97
0.4000 398.11 447.28 508.16 570.92 648.64
0.5000 401.00 450.52 511.85 575.07 653.35
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Stress (N/mmz)

Spam———Stminmae )| g 03 1 3 10
0.0198 191.75 215.43 244.75 274.98 31241
0.0296 205.37 23073 262.14 29451 334.6
0.0392 217.46 24431 27757 311.85 354.3
0.0488 228.43 256.64 291.57 327.59 372.18
0.0583 238.28 267.71 304.15 34172 388.24
0.0677 247.15 277.67 315.46 354.43 402.67
0.0770 255.12 286.63 325.64 36586 | 415.67
0.0862 262.30 294.70 33481 37616 | 427.37
0.0953 268.78 301.97 343.08 385.45 437.92
0.1044 274.68 308.61 350.62 393.92 | 447.54
0.1133 279.95 314.53 357.35 40148 | 45613
0.1222 284.77 319.94 363.49 40839 | 46398
0.1310 289.13 324.84 369.05 414.63 47107
0.1398 293.11 329.31 374.14 42035 477.56
0.1484 296.68 33331 378.69 42546 | 48337
0.1570 299.94 336.99 382.86 430.14 | 488.69
0.1655 302.9 340.31 386.64 43439 | 493.52
0.1740 305.62 343.36 390.1 43828 | 497.94
0.1823 308.06 346.10 393.21 44178 501.91
0.2000 312,61 351.22 399.03 448 31 509.34
0.3000 327.40 367.83 417.90 469.51 533.43
0.4000 332.76 373.86 424.75 47721 542.17
0.5000 335.00 37637 427.61 480.42 545.81
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Stress (N/mmz)

Straiy rain rate o 0.1 0.3 1 3 10
0.0198 151.25 169.93 193.06 216.90 246.43
0.0296 159.69 179.42 203.84 229.01 260.19
0.0392 167.16 187.81 21337 239.72 27235
0.0488 173.91 195.38 221.98 249.4 28335
0.0583 179.94 202.17 229.69 258.06 293.18
0.0677 185.69 208.62 237.02 266.29 302.54
0.0770 191.48 215.13 244.41 274.60 311.98
0.0862 196.72 221.02 251.11 282.12 320.52
0.0953 201.48 22636 257.17 288.93 328.26
0.1044 205.83 23125 262.73 295.18 335.36
0.1133 209.74 235.65 267.72 300.79 341.73
0.1222 21333 239.68 2723 305.93 347.58
0.1310 216.59 24334 276.46 310.61 352.89
0.1398 219.59 246.71 280.29 314.91 357.77
0.1484 22228 249.74 283.73 318.77 362.17
0.1570 22477 252.53 286.9 32233 366.21
0.1655 227.03 255.07 289.79 325.58 369.89
0.1740 229.11 257.41 292.45 328.56 373.29
0.1823 230.99 259.52 294.84 331.26 376.35
0.2000 234.53 263.49 299.36 33633 382.12
0.3000 246.34 276.76 314.44 35327 40136
0.4000 250.87 281.86 32023 359.77 408.75
0.5000 252.62 283.81 322.45 36227 411.59
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Stress (N/mmz)

Stpapyin rate <) 0.1 0.3 1 3 10
0.0198 151.05 169.7 192.8 216.62 246.1
0.0296 159.49 179.19 203.58 228.73 259.86
0.0392 166.96 187.58 213.11 239.44 272.03
0.0488 173.71 195.16 221.73 249.11 283.02
0.0583 179.74 201.94 229.43 257.77 292.8
0.0677 184.82 207.64 235.91 265.04 301.12
0.0770 188.72 212.03 240.89 270.65 307.49
0.0862 192.19 215.92 24531 275.61 313.13
0.0953 195.26 21937 249.23 280.01 318.13
0.1044 198.01 22247 252.75 283.96 322.62
0.1133 200.43 225.19 255.84 287.44 326.56
0.1222 202.61 227.63 258.62 290.56 330.11
0.1310 204.55 229.81 261.09 29334 333.27
0.1398 206.29 231.77 26332 295.84 336.11
0.1484 207.83 233.50 265.28 298.05 338.62
0.1570 209.22 235.06 267.06 300.04 340.88
0.1655 210.46 236.45 268.64 301.81 342.9
0.1740 211.58 237.71 270.07 303.42 344.72
0.1823 212.57 238.82 27133 304.84 346.33
0.2000 214.38 240.85 273.64 307.44 349.28
0.3000 219.75 246.89 280.49 315.14 358.03
0.4000 22138 248.72 282.58 317.48 360.69
0.5000 225 249.98 284.01 319.08 362.52
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Stress (N/mmz)

Strapy ain rate ) 0.1 0.3 1 3 10
0.0198 119.84 134.64 152.97 171.86 195.26
0.0296 12331 138.54 157.39 176.83 200.90
0.0392 126.53 142.16 161.51 181.46 206.16
0.0488 129.6 145.61 165.43 185.86 211.16
0.0583 132.49 148.85 169.11 190.00 215.86
0.0677 135.2 151.9 172.58 193.89 22028
0.0770 137.76 154.77 175.84 197.56 204.45
0.0862 140.17 157.48 178.91 201.01 22837
0.0953 142.44 160.03 181.81 204.27 232.07
0.1044 144.60 162.46 184.57 20737 235.60
0.1133 146.62 164.73 187.15 21026 238.88
0.1222 148.54 166.89 189.61 213.02 242.02
0.1310 150.36 168.93 191.93 215.63 244.98
0.1398 152.09 170.88 194.14 218.11 24781
0.1484 153.71 172.69 196.2 220.44 250.44
0.1570 155.26 174.43 198.18 222.65 252.96
0.1655 156.72 176.07 200.04 224.75 255.34
0.1740 158.11 177.64 201.82 22675 257.62
0.1823 159.42 179.11 203.49 228.62 259.74
0.2000 162.02 182.03 206.8 23234 263.97
0.3000 172.89 194.24 220.68 247.94 281.69
0.4000 179.3 201.44 228.86 257.13 292.13
0.5000 180 20223 229.76 258.13 29327
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Stress (N/mmz)

Sy rate ) 0.1 0.3 1 3 10
0.0198 107.40 120.67 137.09 154.03 174.99
0.0296 110.51 124.16 141.06 158.48 180.05
0.0392 113.4 127.41 144.75 162.63 184.76
0.0488 116.15 130.5 148.26 166.57 189.24
0.0583 118.74 133.40 151.56 170.28 193.46
0.0677 121.17 136.13 154.67 173.77 197.42
0.0770 123.46 138.71 157.59 177.05 201.16
0.0862 125.62 141.13 160.35 180.15 204.67
0.0953 127.66 143.42 162.94 183.07 207.99
0.1044 129.59 145.60 165.42 185.85 21115
0.1133 131.4 147.63 167.73 188.44 214.09
0.1222 133.13 149.57 169.93 190.92 216.90
0.1310 134.75 151.40 172.01 193.25 219.56
0.1398 13631 153.14 173.99 195.48 222.09
0.1484 137.76 154.77 175.84 197.56 20445
0.1570 139.15 15633 177.61 199.54 226.71
0.1655 140.45 157.8 179.28 201.42 228.84
0.1740 141.71 159.21 180.88 203.22 230.88
0.1823 142.87 160.52 18237 204.89 232.78
0.2000 145.20 163.13 185.34 208.23 236.58
0.3000 154.95 174.08 197.78 22221 252.45
0.4000 160.69 180.53 205.11 230.44 261.81
0.5000 161.00 180.88 205.51 230.89 262.32




d‘ =S o v ds! v di’ = a a
139N 0.9 ﬂlﬂ‘mﬂﬂﬂﬁﬂlugﬂﬂl@ﬂﬂﬁﬂ 22MnB5 Tuauvugineuvaiilng

U Q U

Minor strain Major strain
-0.1300 0.5800
-0.0186 0.4612
0.0039 0.4237
0.0088 0.4009
0.4153 0.5554

d‘ = o o dg! [ dg! F
M1319% .10 "Uﬂi]"lﬂﬂﬂ1§‘llug'ﬂ‘ll@\1’3ﬂﬂ 22MnB5 GL‘L!\‘NH‘U‘L!ETJ?@U

Minor strain Major strain
-0.272 0.670
-0.142 0.545
-0.036 0.444
-0.003 0.413
0.029 0.403
0.065 0.401
0.103 0.406
0.207 0.438
0.364 0.496
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a zg 1 9

o 1 dg! I Sy W v Aa 2 Y
ﬁll']J'ig'ﬁTl‘ﬁﬂ1'5ﬂ1ﬂlﬂﬂ?TNi@uiu%?ﬂﬂlugﬂ!ﬂuﬁﬂﬂ%uﬂﬂﬂ?TNﬂu‘V]W’JGIJ@\T‘WLNTL! 1Wﬂ1

Do,

a 1

?ﬁlﬂi%ﬁTI‘ﬁﬂ”liE]”lElmﬂ’J”liJ%)@uLﬁﬂﬂ’J”Ill@ﬁ!ﬂﬂﬁlﬁ”lf%J 128 mW/mm’K mﬂauwﬂma%mm

4
a A 1

?ﬁl'ﬂigﬁTl‘ﬁﬂ”liE]”lEJmﬂ’J”liJ%)ﬂuﬁWM1§ﬂﬁ1u3mllﬁ}mﬂﬁllﬂﬁﬁ (2.15)

kn P .
HTCmnd:4—k[1 +85(E) ]
T

0.059n

o P=0 HTCy = ~———s
4X6.18x10

HTC;, = 0.75 mW/mm’K

1.28

Scale factor(o) = ﬁ

Scale factor(o) =0.59

00597’C 1 0.8
[1+85(—> ]

(1o P =1 N/mm’ HTC )= ~————s
4%6.18x10 1765

HTC,;, = 0.91 mW/mm’K

1.28

Scale factor,,, = ——
@M 091

Scale factor(l) =0.71



A 2
(U9 P=2 N/mm

Lﬁ@ P=3 N/mm2

119 P = 4 N/mm’
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0059TE 2 0.8
[1+85(—2) 1

HTC,, = —————
@7 4x6.18x10™ 1765

HTC,, = 1.03 mW/mm’K

1.28

Scale factor(z) = E

Scale factor(z) =0.8

HTC,y = —oo i 11 485 (—em) ™
® " 4x6.18x10° 1765
HTC,.. = 1.14 mW/mm’K

(3)

1.28

Scale factorm = m

Scale factor(3) =0.89

0.0591'C 4 0.8
[1+85(— ]

HTC, , = ——.
@ 4x6.18x10" 1765

HTC,, = 1.24 mW/mm’K

1.28

Scale factor( = E

Scale factor(4) =0.97



A 2
U9 P=4.5 N/mm

HTC

_0.059n
45" 4x6.18x10°

(1485 ()
1765

HTC,, .. = 1.28 mW/mmK

Scale factor

Scale factor

4.5

1.28
@5 128

as=1
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o

o

nm gamgil (°0) nm guwigi (°C) nm gamngil (°0) nal gamgil (°0)
Gun) Gun) Gun) Gun)
0 933 7.0 800 14.0 131 21.0 59
0.2 929 7.2 798 14.2 124 21.2 59
0.4 925 7.4 796 14.4 119 21.4 59
0.6 921 7.6 794 14.6 115 21.6 58
0.8 917 7.8 792 14.8 110 21.8 58
1.0 914 8.0 784 15.0 106 22,0 58
12 910 8.2 760 15.2 102 222 58
14 906 8.4 736 15.4 98 22.4 58
1.6 902 8.6 712 15.6 96 22.6 57
1.8 898 8.8 688 15.8 93 228 57
2.0 895 9.0 664 16.0 90 23.0 57
22 891 9.2 640 16.2 86 232 57
2.4 887 9.4 616 16.4 84 23.4 57
2.6 883 9.6 592 16.6 81 23.6 57
2.8 879 9.8 568 16.8 79 23.8 56
3.0 876 10.0 544 17.0 77 24.0 56
32 872 10.2 520 17.2 76 242 56
3.4 868 10.4 496 17.4 74 24.4 56
3.6 864 10.6 472 17.6 72 24.6 56
3.8 860 10.8 448 17.8 71 24.8 56
4.0 857 11.0 424 18.0 70 25.0 56
42 853 11.2 400 18.2 69 25.2 56
44 849 11.4 376 18.4 68 25.4 56
4.6 845 11.6 352 18.6 67 25.6 56
48 841 11.8 328 18.8 66 25.8 56
5.0 838 12,0 304 19.0 65 26.0 56
5.2 834 122 281 19.2 64 26.2 56
5.4 830 12.4 248 19.4 63 26.4 56
5.6 826 12.6 219 19.6 63 26.6 56
5.8 822 12.8 197 19.8 62 26.8 55
6.0 819 13.0 181 20.0 62 27.0 55
6.2 815 13.2 168 20.2 61 27.2 55
6.4 811 13.4 158 20.4 61 27.4 55
6.6 807 13.6 148 20.6 60 27.6 55
6.8 803 13.8 139 20.8 60 27.8 55




[ I ) 1 ~ I 9 A A A =K A ~
A5 1M IEUAIMUINNTINNT 1T T UATI ADIUINN 8 DU
o 2 o 784 — 202
PATINITYUNY = —————

12.7-8

123.8 DA UK ALTEAADIUIN

=h.

12.7
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o J a J 2 ]
msasuuuiees I ludedmudvesauiugdionuTanzuriuTag 141151054 AutoForm R3.1
v v
HIUADUNAN 3 YUADU ﬁ’e] Geometry generator, Process generator uazmmwamnmiﬁmam
o 1 Ao ' L ° L . dq 1o
aregniminmaasae lidunuuiiaeswesruau Rail Aldlunmsnageunnuuinéives

Talsunsy

1. Geometry generator

< o o 2 A ¢ A 9 v )
Aumsinyusiaesves¥uanunaz iy (geometry) Nad1adrelysunsy cAD i lu
Tu511n33 AutoForm ttaza31aIasaa1ang (mesh) Inuuuusiase T5unsy AutoForm a2a314

o wua { o
mesh 11 Tagda Tusiailugiammden dldamnsafmuasunaves mesh ldaudosns Tagly
) Y
M3 Ia59unWzE0910 19110 mesh Mududonon Tuia (default) voa 1150051 ABtAAZ AL

= 9 ra a A
1Iﬂ’J"Illﬂ’JN]13JLﬂ‘Ll 50 Haaluag

(o hot o1 - uv:m,Proj«vSimmMmumnu W__@M (5 Meshing parm =)
File  Model Run  Results Time Display  View  Options  Window  Help '!’AUTOFORM[—' -
DR e dFldaAd@@ 0N LED G s Emor foerance: |_]”

‘_D o |mmm: 50

\:—\" <\’)_, rj} ~ Usage of parametric / 3D edges

2 eafe] oo

ﬁﬁl_ - Prefer 3D edges

27 3| o |

‘&@r |

L | l| ok | | Cancel | !

()w/S)

20_die |

20_punch |

VAV

v

Eﬂ

ﬂﬁ 3.1 LL‘]J‘].HHE]E’NGU’ENLUJWNWTI?T?N mesh umua MIMAUAVUIAUDL mesh
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2. Process generator

2.1 Blank

< o o ' 1 1 ' 1
WumsdmuamiaisguoaruTang (blank) Nzl lunsugl laun vuia 31519 anumun

a Y

wiiaveeide MuniiaveduTave guugiiisudu wagyiinsa31e mesh 191 blank

u

1 Y Y
TuTasenummizsealmMruanIA1e¥ed blank Aeae 11/i
o 1A 9 A 1
- AUNUAENAUYDY blank ABINBHUUAY

- Blank 11901149 105 Tadwas 811 105 Haamas ANUYUT 1 Haamag

- Jaghldne 22MnBS

v
a

HBEUAUVDI blank IMA 933 arIAITYd

-9

- guUMgNUeIAAIZIIAREUIIND 20 DIAITAITH

9
U

19 9.2 Tupoumsasuuiiaoaz a31e mesh 1nuuru Tany

Qan
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2.2 Tool

< ° ' o ' ' ' 1 a y @ y 2
L‘]Jl‘lﬂ'liﬂ']ﬁl‘lﬂgﬂi'lﬂ YUIA SU UL FDII NI UINHIVOINUFIUALANY (clearance) Lﬁﬂﬁuq@

13

g o ad é."/ 4
‘ngﬂ LLa::mﬁuﬂqmwﬂmmﬁ}ummwummzmﬂ

U

4 [J 1 1 g‘/ L4 v 1 L4
Tums TATINURMIZE M MTUAR A9 Y UTLazA1eaIne 11T

g ¢

1 o Qy a a
- WUFLazA0Y clearance mmummwuwawmmﬁa 1 yaauag

a 6"/ 4 1w
- QWU uﬁ’ummwummzmﬂmmu 20 DIAIS AT E
=

Y o o 1 g‘/ 4
5']Jﬁ 1.3 mia%’mgazmﬁuﬂmgmuwmwuwazmﬂ

G
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23 HTC

I o 1w a £ i Y ] @ 1a 4
L‘]Juﬂ']iﬂ']ﬁuﬂﬂ']ﬁllﬂigﬁ‘lﬂ‘ﬁﬂ']iil']fll“l/lﬂ'nllﬁﬂu (HTC) mmmuTam'l‘lJmmmﬁua:uumjw

) F A
Tagluns Tasanummiziaeail lamvuaa HTC vodunu Tavizaaas 11/l
- HTC ¥94M13W1ANNTDU (convection) 1Ja01madia 1Ay 0.07 mW/mm'K  uagi)

9 v 2 A 1o A 9 .. a } 9
MWIZNTUIANUIDUMUU LUDINNNITUHNIITAIUTOU (radiation) (NAVUUBDYUIN [5]

I 1 1

- HTC vpam3nnudou TS iy 1oy 1.2 mw/mm'K
v Y

9 I Sy W v AAa o W a Y 1a o
- Gl,ﬁ HTC WuUNINFUNUANUAUNHITUNE (pressure) UDIFUITUNULUNNUN Iﬂﬂﬂ'li

fi’mmlmﬂauwﬂma%{"lﬁlmmllﬂumﬂwmﬂ U

v ' 2
sui 1.4 MINMHYUAAT HTC YD3IBUIU

G



63

2.4 Process
& gy & o 2 iy 2 ¥ y . -
uJumiﬁﬁwumumimqmmLmmu%mumzmumwugﬂmu FAIUMIN VT UANANINNIG

A A A A 1a oL 1 g’/
INAOUNLAL TZIZTNINMTIAAOUNVRUUNUW I UL TUADY

=

) (v)

d' [ 2 . o A A 1A o
3‘1]‘7] .5 (D) MIMrUANA TUIUADY thermalwait (v) MIMAUAM TAADUNVDILUNUNW 11

9
YUADUY gravity

° 2 v = 1 vy ¥ o 1
ppuHasansyuzliouvesmsanui Iasenuillsznoudrsiunousse lii
LA ] ~ A Y ] 9 ra 4 o 9y
1. Thermalwait Apg i 1 lumsmasudronsulavznmmevmndumnud  fvuald
141981 8 Turi ez .5 (n)

. A A 1 1a  Jdo 1A A =
2. Gravity ﬂmmmmuTamaN@quumﬂ uiuigs liGueaeun

v
a

. 2 2 y A & 24 A A Y 4 ¥ e o a
3. Forming 611u@auumJmuma‘wuminmaau‘nmmua:ﬁugmmwu%ﬂamunumaﬁuw

o Y g‘; ¢ A S 9 3 Aa A 1 A = A
mwusa%wumﬂaﬂummammm 40 HAUATADIUIN GI'Iqui“}J‘VI 3.6 (N)

a 2 o g 22 1a 4
4. Quenching ﬁamsaﬂqmﬁgmmwmmﬁmmﬂmimug‘ﬂuﬁ'ﬁ Tﬂﬂmim%uqm‘lﬂmmwuw

ao 'l
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mvual#narlums quenching 1A D 15 Ju1# ezl 9.6 (V)

) ()

d‘ ° A A 1a oL b . °
qi.‘lhl 4.6 () mimﬁuﬂmimaaumamuwuwiumumu forming (¥) NMINIHUALIAING

quenching

2.5 Control
I 1 ~Aq Yo = o a Ao o w dy
Audrunlsmmuaneazdealumsmnavesllsunsy Jaundidyaadl
Y 9 Y
- Layers AOMIMAUUATIUIUFUVDIMTUUANUHUIVFUNY TumsAny Taseauil

A o3| 2 A A 1o o
Lﬁ@ﬂlﬂu 11 ﬂfumugﬂﬂ 1.7 (M) le]ﬂ'J’]ﬂJllﬂJuﬂ’ﬂuﬂ’]iﬂ’]u'Jm

Y

- Results ApMITtAenAINAnINT IR Isunsuuia rulumsdnui lassanuiaenld

a

o { 4 a 4
TUsunsufIuIn Temperature AW3UN 9.7 (V) 1H09910A0IN5AATIZHYUH YTV

U

2
FUIU
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) (v)

a A o y 1 2 A v Ay v
31]‘" 4.7 () MILADNITUIUFUVDINTUUIANUUAUIVOIFUNIU (V) ﬂ'lﬁlﬁ'ﬂﬂﬂ'l‘ﬂ@ﬂ\iﬂ'lﬁslﬁ

Tsupsudiuia

3. MSUAAINANTITATHIN

o I
Tﬂ‘illﬂ‘ill AutoForm mmmuﬁmwamimmmaaﬂmlﬂmmu%uazLmumw m%}ﬁWNWSQLaﬂﬂ
= ' o A v v v A < a 2 A
ﬁuazmwmwamimmmmmmsﬂlmmm"lﬂ gﬂ'ﬂ 3.8 L‘]Jummﬁmqmwguﬂuawmmma

Y 9
%

fqugaTuaoy forming

4 g - 2 . 2 42 2

319 1.9 Wumsuaasduenanuamsalumsyuzil (formability) Yoarun Ul TUFAVUADU
3 ' 2 1 a o o v

forming HAZWADAMIANUAUUAZANNATIATBITUNIUIAAZ DAL UAAY IULNUNMTATIAAN S

g o | §
Yuz1 (FLD) TaedlFamnsommuavouwavesmsudasduaazd ldawgli 1.10
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04
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= |
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||

0.2

Major strain (True Strain)
03

S

B2 01 00 o1 0z o3
Minor strain (True Strain)
Forming Limit Diagram (Linear)

317 9.9 FLD uag Formability maa%mmmaﬁuﬁmumu forming
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sz IngIdy
@ d A
UNAMBTIIIY 1n03oes

17 Juny 2523

T59F UV UUNUINGIIY W.A. 2540
WINTTUANAATUUNA A1VIIYIAINTTUYATINNT
PHINDGVDUUAY WA, 2545
FINTTUAMAATUH I UNA
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UTHN Uouenh diuxa ng1l 9100 e 2554-2557



