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Survey on the effect of forming speed on fld for Al 6061 sheets
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ARTICLE INFORMATION ABSTRACT
Original Research Paper FLDs, in fact, are the range of strain combinations which identify the beginning of local necking.
Received 12 July 2017 Different parameters such as sheet thickness, structural defects, temperature, loading direction, forming

Accepted 19 September 2017

Available Online 27 October 2017 speed, etc. influence these diagrams and one of the most effective parameters is forming speed

whichhas a direct connection with press speed in sheet forming. In this research FLDs are calculated for
Keywords: aluminum 6061 sheets with 3mm thickness at rates of 20, 100 and 200 mm/min experimentally and
Strain rate simulated at rates of 20, 100, 200, 500 and 800mm/min. In order to do the experimental tests, bulge test
FLD is conducted in sheets in six different sizes according to standard by hydraulic press and built steel die.
Al 6061 Also, numerical modeling was done using the Abaqus finite element software and the maximum strain
gauge criterion by entering the Johnson Cook data. Experimental and simulation results verification is
studied by surveying the tearing location and errors between FLDs and the result showed that
experimental and numerical data are compatible with acceptable errors. It was observed that by
increasing forming speed FLD increases in such a way that by increasing the press speed from 20
mm/min to 200 mm/min, FLD increases 30 percent. This variation can have different reasons such as
friction effect and interaction effects between die and sheets, because at the low forming speed (of less
than 100 1/s for strain rate) and at room temperature, the effect of strain rate and mass inertia are
minimal.

Oliee & Slofg 4z g8 (535l 5 oy slaanpo g ) 599 Jod 5 (bles dovtio -1
Jod ol 5l (Bl g Slae S8 4 G, Sl slawi eSS ok jo pallss plie g 0byd (2lsr plie )05 plie axwg L
G 2o s wile 2o S8 (g gt Ol Sl axlllas 1A 04 oo sy 20K sloanTi a4 Bolare laizgd axgi 3l slaans
SrhdSd Gl Jllre &5 (2JSE Glagimio 55) Vb Cepe lay5iS Slads Gl pas e oo oS GliSa el oad (g3l
sloanld o oad sbml e e 3l Whiee Soenl S s SBBE coal a4z g b ojgpel etz ool ond e baanTd ol 4 seio

Please cite this article using: s lod o3l 113 ©)le 5l o opl @ glayf (gl
Sh. Shojaei, R. Hashemi, D. Rahmatabadi, Survey on the effect of forming speed on fld for Al 6061 sheets, Modares Mechanical Engineering, Vol. 17, No. 10, pp. 333-340, 2017 (in
Persian)


http://mjmec.ir/

U)ot 9 el sl

6061 o91ia09)T 5L B )9 Slre SBIJTbIS (Sixxio §9) M GRS wiae s H3 ) 34

S 5 lad alisee slo S [0 a8 Canl M gl s 5l oolaul
2 005 jslody SoS yauile gy Joe [4]%55“ plnl iz s
Tr 0 Ol 5B, it lr Gl oS sk
e ol pae Saje 08 (o0 515 oolinal 850 alie (slales g latiyS
ohegi ol 50 el b iole;] JBlos b ool fuuns 5o o] (cons (Solo
o3l SsS gmila (228 Joe slayell g Joe ) esile s S
sllae s & piizee 5 Coul o plnil lacled aie; ol s 0
ol 00 08 5] puiore 5l Cedlad diges dslol jo lods,

0> Jlogel (53, hlise slagus g5 5] il Sea g ol
bl Casls Jlae 5ol s S oy 1) SEI3 oVes (gl o JSCo
Ohgy Ay 4 SYoles o 5 s S colatul (S jsS 9 Shiwle Juw
&5 a iy g (o Siu osei Lap] el o el (pudly (g
Er 2 ) (Sl (23Sl Jlaged g (55 E 5 A dly (15
2 S S Gl b e o ol gl S pn S
wbor IR s S

sl ) oS> SVolae 3l s Fone L 6] ailSen 5 59,8
IS et (Byy oo 99 GRS anlR el o (Jolss S¥oles
8, b ool Ky ol by T in,S osloannd |y asl el Sy myw
Sendge 9 JSD 9y 2 L Sl S £ 4 plas g S 25
Doy dr M5 E5 5 sy odgame o 1) (s Slas o giie
B 0 (Slamio S ISk 50 izmen W3S pwyp (6595
5 P 85 0l (JBS) Bus SIS byl g 85 g5 bl
iols 18 anlllas 350 55 1) o (25,8 p (G55 25 4 Cemles
bgasin 55 25 S G o oS b ol el Sliies
@ (moge O (2985 (ourhl onay Sl Cou (@SS e 1l
S oo My stz s BB dsete s N JSE 5 oobdl 3L

o il wilites Liales] (6w dw bl b (7] L33l Sem 5 Sl
98,8 (o) 2 AISTL085 53Y58 (slas)s s iS55, |y (o5
Sobiwl s lylyd o 0SS ax loged Jylatie i ogdle gl
Slagl wisS jaseie 5 o5l il 5 o5 jlad Lulyd o ) Jloges )
Slge sl WL Jae 5 556 slo )5 sl So5-0smilr 5,05l Jue
E5 S i Ss 9 a5 ol Gli o s e ,T ool o mmiie
dbor d9ne st P HB b 4 VL oS

b a1, St14 oV s JSias loges 8] il Sen 5 cokiws
woor ol 2 @@adSs epm 1l 5 00 )S aslne 200 5 0%
250,5" solitl 4ids e due 200 § 100 10 e s dns 3l o] 058,58
ot Sl g ) eolil o samio G5 RIS o5l 5l lag
Sliglesl cnl p gel w85 15 4 ) b glasligs e (SOL
Silodas jl Jol> @bt wiad plxl s gamlie phie 4 (025
S Wl Glis oud lasls g Jlas 5 esliial b po S5 0 loges
ibon GRIR1SE ot S (I L ol S s

s> slajloges (59, n e S Sy 4 G Gl o
los 3o 5 yio oo s Caalies L B0BL (5T pgaioos)T slyr 6y IS
S @ g A Sl e G RRSE s e loges al il 3
lajloges a5 Cunl 53 (LLE aD (o) p G208 9 (225 D jpody alie
Sguzme slizl 3l 5l eolanal bo)sSde slagyy lp eSSy v

1 Hopkinson bar

10 opless 17 095 1396 (5o (o) Sulle Swaie

D . SB NE ST ICRL SR YT RN SRR TR )
sloanlp s 1] el as s )3 a2 Oppe 4D 3 g op Bl St
slopis o5 (Sloy wies (A4S Cank Gllo Liges o5 (20 SS
S Cuss sl i ol Joos a5l G559 4 ead Jlael aiS
b1y (59,05 ez JStn Ygoma [2] ansia &) (S o 5 TSy
> Olgiee Sonsl aai 5 55550 o GlBl st ol lais,
e Byy (2SS anld cdle o euiS el ele W5 g
wboe Gys SOk g 0 255

Slp clie sla g, 51 (S (20 S x> lajloges 5l colatul
SR dSs Sl bajloged cpl il 3B SS9 S RN JSE (o2
0> (sla f3gas 3l ookl dangi ans o i il slagg IS L co
) ey oele Dbl w08l S Glgear (om0 JSS
o5 Sr8JSE (g Ygore anl ;S pir Sl B9 S
o gove (ol 0,5 o0 plmil 20 S a (slo e 3l soliul b (538
e S g ool las S Jood Wi oo B9 S &5 ) b 89S S S
2 18l s sty (FL L5V mise a5 Gl Sl
9y 2 gz (nl @)s )18 65550 93 )IS)L oS 3)9 & ld
@ sl )3 45 09d oo e SS9 ) hel Glagii S axio
wydge M1 o 58 (1T 5 Mol (1 (535S 55l 5] adlze 5
ISk shS a4 e (25 g pel (Pl pSSS v la e
RV IS IV e

oty b pogas 53 (rmmy Sliios (95 1960 ams T |
6 09 gy oS el oaal o 4 s KD 555 2 By S
e & epiSh p (@aSE e pu Logas (lame gladasin
g 30 oS g oo JSie (ae 4 (S5 laall (Sl
§| Sl sgame Sligins cypad <l sl 45,8 5 and, oy
ale) el Ll o il slaiyy cnd S &S cl cdid> ol
BJSs epe 5l Sl St 4 (S8 s YL S p 5 W sleo
REI

E5 0 Sl L) oy sl |y 093 225 Joe TS g (il
O Jawe ol jo e STl Gles IS il ol e 4y L YL sl i )S
oo b g NI 2508 ) E or Sigen (1) U b
5 RS EF GFE (GRS Sle coiia g wedise
wsled Sl Se

T — Ty \™
o ! O

Sl eanlei g B (@bl slod ,0 prdes Cnglin A T o S

o=[A+Be[1+ Cln(%)][l - (

yS FPE0 (S oA Cambles canles € i8S g Fosn
Siulejl Guyb 5l a5 callm g€ B A cols m sl Jaw ol

sobe slacul zlysenl jo solatul 3y50 (b9, (n 5 sere ol ce Caway

! Tearing

2 Wrinkling

% Spring-back

4 Plastic instability

® Draw bead

® Forming limit diagram:FLD
" Localized necking

& Major strain

® Minor strain

10 Johnson cook

334



U)ot 9 el sl

6061 f,..-,i.g,a,JT B )9 Bl GRIYSDIN (SiXio (59) 3 GRS e puw H3l w2

oBws (pl ey peaSle sy el e plal "3 S S5 00
Sk s 398 Gl plxl jo 4 abl e aids e lee 200 Ly
ool e ol i adds e e 200 5 100 20 soe aw oKl
sgie gy g S SRS L g)lad 5 2iS NS L OS] eliws
S Jremmd 5 (s Dy )b alisd 4 alisd J5US izren aSb oo
@ 5D e ud S pete Bloe alS oliws (aled pian B2)b
Lulyh (pl Cod o5 09d o e g8 SWSL Sl 4 (o5 SU g
2,5 dles g |, (5,105 ,L ol 8 Saes &gy olKiws

SIS Sl (B9 soges Sl Lolps 4 (olis jslated;
Sloolizul 5 yml 23,5 &5 L ASTM-B557M s jlailisl @lae (5,57e
OBl pae 4y az g b piomes s Lzl SolllE pnS cas oKiws
JBI 50 by Sl S £5 58 i SO RS Sl 2]
Joges [11] w2l ymeinl glye plo 51 S8 gmils Joo sloosls «jgiS
ol 00 @yl "4 S 50 6061 (o5LIT pouiiegl] pwiige (i S-S
s sladyg Sz ol 5 S e Sl ol Sl olyS
Lol oads ;$3ML Jgam" jo

al g cool ol &l)) FLD (yg051 5l o (stiges "B JS" o

pey Stz FLD Ggal ol 1 Gy 355 0 oanlin Wiged ;3 k8

Fi

g. 3 The employed press for testing
lacs ‘aL‘g}l Sz o eolatul Y olfws 3 ‘J\S.w

e - D LT R "N N
=S Wt = th  th = th
N

Engineering Stress (MPa)

w
=
T

=

0 5 10 15 20
Engineering Strain (%)

Fig. 4 The enginnering stress-strsin curve for Al6061

6061 poriagll (slp (cwsdige (5,5 (i loges 4 JSb

335

REPEH TR JPNCHE SR S PURIg WR
Sidle s 5l eslaiwl b gileand 1 Jols slaosls (108 axo gz
b (omoJSs a Jloged 5 5ok 5y Jore Jlone 99 b (225 @l «usSL

278 -2
2 ALBOBL-T6 (sla s,y oo S o loges o pEiulej] Limgh cnl ;0
Sledids e e 200 U 20 Calie sl pus b g yio o 3 Cuals
Sedcn a8l sz Sligle;T &b

B (2o S Az jlogai (ge;] (gl oas axd I a5 0 sladiges olas
L2 6plas o g (9] e e 110 ol Job g cilisen slodye b sae
S S ced pll Gl slis s leaiges slel il e LSS
Ui g Silwoskel jglateds el oo &l "1 K" 0 Ly gambo
25 OB 35 e e shes 150 51 ST (20 b sladigas (sl (iS anT8
3 emSsle jekate 4 ol el YU ey s 5l 0,i> sailas axb
odd Jlosl ladigas oyl awain ;o o )LS sl S, 4l ol SHL
25 plp g ol baiges (aled po )L sla S n ool gled [10] e
Bl e foshes

Gonls oo (auaSil ( olondig mSIl S oKy 3l oolaul b
Gillae 18012004 o jlailbewl 5l coms b 5y g9, 2 2.54 MM s 4
LS Oyge "2 S

oo o8 Gl esliiul b 598 e e B L 225 Ogesl

———110—+ ——90—» «7Q-—
A
[y
o
+—G5— « 45 »
25

o > e

[ .

[

l . X 12.5

Fig. 1 Initial geometry of the sheet samples of FLD test
GANJSE 0o s gl diges gl olal 1 S

oad (GauaSed (slags s wiges 2 JKi

Fig. 2 sample of graded sheets

10 o leis 17 0951396 5o (I3 SHlle (Swiue


file:///C:/Users/Desert%20Rose/dropbox/MME/Mehr%2096/1945/Enew%20171945M.docx%23_ENREF_10

OISed 9 el sl

6061 f,.'\.ig'.a’JT B9 B GRIYSDIN (SiXio (59) 3 GBI e puw H3l ) 2

Fig. 6 Traveg microscopy

O sy 9Sans Sa 6 JS

ol & i Lulyd 5 byl plo o5 09d o0 iy gz pe abill S
S0 Al O jgeds 45 Al oo (Byg iy SIS axkad L0gd co 00ly Coed
Sl Sz a s e O s @ gileand o ol eadais S
Joe diged 5 LB aegeme o)l Sy gl plonl S (e 5 b Jelos

Jsoe aiile SVl plys o JBz alazjl Gys SuilSo _ply>
il s calys aile SSLradly LplsS oypmlyy oy g o]
50112 Jgaz" 5" Jour" G S8

@ B Galize sl o ools Cawd T 4 5,9 Leler aSnl 5l e
o e 5 48,515 (lioss o e locunise 15 )5 olpen
oSl ol 4 gl (ol 050 4 0d Jue izl G oled g5
W9 —diw o e Bl cul sole oles ggi 5l 45 et iy
crd g oo ol (Shasl Juo 5l 35585 5 Garomsle
e 0t 45,8 135 10 0.16 lagelans oyl oy <SSl

Jsl e o 35ise plonl Al o g0 50 (siluans wuld ples
4 Facdkes 2.5 ol e Ceal ulae 355 i (59, 2 Il p3 & 255
S pmile o) B Sosonr | G5 9 NS o0 ot omb S
@ ol 00,55 e 5l g oaile b Sals ailp b o aSi,sba o)l o

BO0BL pyiagll (Sl oly> 1 Jgazr
Table 1 mechanical property of Al 6061

oo S Pl
2.75 (gricmd) &=
69 (GPa) AV Jgde
0.33 Ol s
275 (MPa) ks i
400 (MPa) il oS

! Surface to surface

10 opless 17 095 1396 (5o (o) Sulle Swaie

1 0,5 pSoslul 1) laaigas ;o cadolml slo i, sl loges
Sop s SzsS slagii S s pFejluil cuz Vb 2o bl Sl ool
S ST 5T opll 1) polde cpl CBs cp YL Uas JSlas b wlgn oS
Lo s osSmgSon b i) (g pSo3luil "6 JSS" ol (59,0
Ao (nl )3 blioe fagSen 1 plp CgSg S (nl S5 om0 LS
55 pas 5l L3l glas sl wilo)le a5 wiS o sledsgs saas sl g0
L ogd oo pSoplail a5 Al 5w bl sl 5 (6,505l 4l
@ S g 009 ladiges glad 0uiiS Gt At o glad Sl 4 a2y
el placl BB Uas ol 1A casl Fy5 Jlos oals g0uaSils plgo jlad
el pae o) ozl Gl 5l g pSeslal e o sl &5 plls Js
ool YB3 e s L lepl o a8 cunl 6,50l Al o wpo gl
ol oalds s nl 0 S BBlas jo s 1SS dl> o pais g ddigel
s ol slo an S>oS g S5 Hhd Ol lade dwlxe L
S5 g5 Saleiys 5 (3) 5 (2) sladsed 3k e b 5 ol slot S

25 Jol (6,00 IS5 0
a—d
€max = —— X 100 &)
b—d
emin = —— % 100 (©)]
Silw o -3

Oyt jglatedy ambo | g3 1sS anld glednd (Gimgh opl ,0
Pl pslate a5 8,518 o 0550 meeasl] ()9 (0SS W Jloged
ool 00 o0liol 8.9 LugSLT 5810 5 51 (o 5luanis
75855 5 omAle e Jol LB Glizl bl R sile e coz
oagob anld s oyl Jleisl JSo osd 5l 5 00,5 (5,8 Clo & jg0a
Gl B Gzl sr 5 Jes o a5 abel ) andl ol sasad F
D il wls e Sl b (o3 ol I s YU s
sadoslitnl B @llas SlS cwiis Ll 5l LB soud Jos sl
o anlad jo gl ail e (B SE A loges slaiule;] plol cga

Fig. 5 sheet sample after necking
@815 5 o s Wi9e3 B KB

336



U)ot 9 el sl

6061 o91ia09)T 5L B )9 Slre SBIJTbIS (Sixxio §9) M GRS ae puss 3 ) 34

Gz b ol (5,5 sl (85 5 o0l Juloo Jae 0 Sty (S
Iy =9 sbosls Wl psdd &5 &b SO bl s J> b
shoslainl b jelate oyl Sloyem o oYL Conl I asST oboygy0
A bl 5l Gl 5310 55 g Slgy Y oles Sl eslannl b pmxie 55l
11413] s Clsesl o U35lp car @b

Sl 5 () £ lasimie ol Cusor g (e (B3l Sl e
b G55 Dl oS ey o sl salisd T USE" | llae S
PSS 5 Son G S g ead ad)S Sl s s 93 ke Sl
G99y oo ST b ed oo ol gam sl is,S lgiear alasd ]
W pll baigas oye 30 el b &5 alie (S Gl s ol
Oet (2SS ax jloged ongame led slp 1) o> slo S e oo
11413] s 5

o g -4
oue Jo 3l ol gl og0d 3 oo ~1-4
IR ep 39 Sguze izl siledus Sl ol mls asenl 5l S
Sl Gle g psbie (o 058 anl (leand come Wl lanl WyS
St s fagai it 5 Sy e tlise lrtend G
2 9 Wgh Ayl SouSe b diged 1o sl Silwand 5 (225 ) 5 Jeol>
Shters oo (s B ST 5 o f50) comli k5 15
5590 1y il 51 Jol> slaosls olgiiae o] 5l e 45 ol 0 ol
SOk Je eon ln il o pslaie (rem ay ol 18 g o
"9 S el @l "9 UKL (gileand 5 25 O3l 0 ledigad
5 0 (Silude dged 9 (225 diged ;0 1) (S)b U (e
a2 o lis |y adds e Lo 20 2o S e s

5heslaial b gileans 5l Jols slaosls  rwcoms  jslaiea
L 6061 psetosll 55 sl s nde S Jlogas (pusSLT oae S Jf38le 5
5 st 90 52 (6l "10 S b illas aiBs 5 e 120 s s
Sl logal g oo eanlin"10 KA 3 a8 5blen 030, o 5 308
CEs b aids p ahe 20 e 3 goue g (2 0ol Sl Sl
el s306 slaadls & Slyisn 5 Aiblse o3 ,%paSs & caslis
b3l g las Lawgie Jlade §335 (o) p jelite 4 (uizmes 108
Ol 3 Jgazr 50 "10 S (glalogad o lazmio (155 (5,351 -
@ Glaxas 2,8 cll o s g las lhugio Gl ol ool oolo
Gt 5 2,25 Glapse;l 5l fol> s bl 0 8.9% 583 iy
b Uy st Uy BB lat Sy pS S5 a sle foge
e ;o @SS a> Jloged e,y b Gl gode sloosls
&g Slp (BIISE v S 65y ) pd KD Sy Sl it
25 syt st Dygots 5y 3 Culs | 60BL pgiteyl]

Gilwands 5l Jol> slaosls [0 35250 slalls Lol LYo 51 (S

Gl g 2,25 b ,loges duglio 3 Jgus
Table 3 Comparison between experimental and simulated diagrams

Joses S Lasgie  oyges] 5l Jols loges DS /«“
. A . Sy S sy
s o Gileand g (o2

e Jool>
9o e o (483 5 ya o)

(1) G 3lwapmis () lambo i )S

8.3 8.9 20

337

[12] 6061 pseiaghl S35 -~ (ygmilr Jto il 2 Jouir
Table 2 Johnson — cook constants of Al 6061[12]

Slade S —Ogilr Joe ulgd
275 (MPa) A
393.16 (MPa) B
0.011 C
1.34 M
0.441 N
650 (°C) g sles

4 patie Sy b dsis pgd al> 00 09b oo 6Tl i le 00959
o yo 53 451y 3y sl (28 09031 bl bl 53 ey Sy ot
o ye o 1y Joe "6 JSA" ams e 08 |y ol 48,5 18 B (s, S
Ao o lis Oladad 5lige

Al g sl odd (50093 ks 4 gy Jlosl 5l al> e g5 y2 50
o0 iy pa ol e p b g alnly S b e Iy, e SIS
SIS a8 Gyg 4 Caennd 55 50 (B 550 byt (ol (oled ool
s Jlas] codgy sosiin oy i

£9 Sl mpo oyl Slaws g bagyledl g9 bl sgasme slizl J> jo
5 ol il alies Supd g byt b canlite il 43, LS ool
w2 4 S jsbd zadgh wadze izl Joo So s apll slass
5 d9d o0 3 SzsS olall ojlasl sl iy bapledl slasy ax jo aslaals
a Sl bplodl slass iol38l b LSl g 0gdi oo iien Je B
FESCESOIRLIN NPT PEIFT WO ELI RETWIVWE SSUEL S SR s S
b sl ol sl sjbonnd 5 S5 slosiolly vt 5 2
oalil SAR gy ploll jl ganaSd caz «Gys Giledae 4 azg
yobiieds .l oals oolatwl R3D4 Ll (o lahad (gly 5 ol o
S o3lilay 55 slapledl wly Candty (gileans jo Cds o e 45
ples lp e Comla Jlaged jslaie (poy wiload axd )5 Jlas )3 S8
g OBl e sales e b 0 s o Joe

iy S Jahe 5l Jlene | s Sl S et S
Lo loll soles (el LS Az, b el il b Tzl 1) s oolicsl 53
@S O Pl ) aile Sy 55 ke Sl il a5 Sl
Sl a8 ceslie olall Gl e s 4 S s oad

Fig. 7 Assemble model in abaqus software
oLl 580 o euds Slise Jaa 7 S

10 o leis 17 0951396 5o (I3 SHlle (Swiue


file:///C:/Users/Desert%20Rose/dropbox/MME/Mehr%2096/1945/Enew%20171945M.docx%23_ENREF_12
file:///C:/Users/Desert%20Rose/dropbox/MME/Mehr%2096/1945/Enew%20171945M.docx%23_ENREF_12

6061 f,g,ig,a,JT B9 B GRIYSDIN (SiXio (59) 3 GBI e puw H3l ) 2

Ul 9 Helmib sl
0.7
0.6 + % exprimental
—e—simulation
e
S
N’
\al
)
0.2
0.1
-0.3 -0.2 -0.1 0 0.1 0.2 0.3 0.4
ez (%)
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Fig. 8 Determine the rupture time in the sample: (a) major strain history

data, (b) first derivative of the major strain history data, (c) second
derivative of the major strain history data
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Fig. 11 The Comparison between simulated FLDs of 3 mm thickness
Al 6061 sheet at 20, 100, 200, 500, and 800 mm/min rates
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