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Abstract

This paper presents the analysis of drawing
process and extrusion process by slip-line field
theory. The numerical results are then compared
to ones obtained from other methods, namely,

upper-bound theory and slab analysis.Furthermore

the results for drawing and extrusion processes are also
compared. According to the numerical results, the
following conclusion can be drawn: In the drawing
process, increasing the fraction of shear yield stress
and/or die angle will increase the drawing stress but
decrease the die pressure. In the extrusion process,
increasing the fraction of shear yield stress and/or die
angle will result in increasing of both extrusion pressure
and die pressure. Moreover, these resuits are in
agreement with those of slab analysis and upper-bound

theory.

1.UN¥
a I a X
sl siifgninszuiunsfsiuiussnszyau
& ot J « ad v hed L » oo o
msdesauplimaeitdeiuildun 35ulugaund
) v v . e o ol
Faldndnnissugandsnunmouaniviiuwsdssuildlu
= , o o« d o
mswfsuwudaglie sy SsRsuInsugaus
uuiwoudeer  Iimgujdwevwaun  1338meauy@
* d «~ " [ A - > -
TUNLFUAEL N HAAWET Re uTagegafirnliiaqdin

A 1 t =
mswfpuudasgivateoms T ludlawud(2]

-

Lo A =~ e R . 0 L ¢ A
Lﬂuﬁmﬁﬂgannuammwmmu'luﬂm'guu uaiiasnn



-~ o oa X P | @
nszuunsasuaznaaiauglane  Idauluvauday
nihdmudsnbinmudr  nsuitdywidaslditaosinass

d -3 v b 8/ 1
angyniTanududaunasianann
A Y @) A oaldda I
noufawuduianlng  TudndThlenuudud

N P a ' &
wazganIaiuwefienanisinasesiza luswinem st
sllan:  Blazynski T.Z uaz Townley S [3] lEnnmije

o = J 1
vouwauuuazitauitlumsianinisfluglvie wy
¥ 1 A 2 [ ] [ d’ o & =
Pifflennmmanasagsznind M Wannssaamne]

. - [y A
Collins I.F waz Williams B.K [4] sPemwuiduionina
a & s A4 o \a o ,
mMIGalugiria Fadylifansvosusafuaniu uasasui
dow s X " _
Lmﬂl‘mwwmﬁasgmmwuw‘twmw Kobayashi S, Oh
.S uaz Altan T [2] tdeszvmediTiWludiofiuud wu
| a -~ X a e € a &
PMlaananFnamuiiniu  anuauuiRuineug
~ o P o oo & a &
ANR TuraefnruduuiRadnmideiatugliuan
. L L A
Chitkara N.R &z Butt M.A [5],[6] aeauaduiionivng
™ & s
MAZEWINNITIAATEINTZUIUMTESATUTIRIAUAL YD
v o =Y L™ 4 A £ Y o
MATTITNAY WUINEN LAIINNTEUIULENORB IS
dlda @ natuuazawINn1s I ne iR aAfa INUKANNT
NANDI
! =3 '3 r=3 X [ | A’
unanuiaziiemeimsiiauguasnnsdasadu
suuriulan: Mengujsnuduiaulne ussiudunnu
gnv‘fawaamﬁmﬁ:ﬂmuﬂwaﬁwﬁﬁ"\.@ﬂmﬂ"’sumﬁw
AATRURULREN AR VELLIIAUY

2. Nl
2.1 npuawindwiaenlva
suydguvaimguffe  Jaeliguauidlalsindin
uwszwag@nudaniaauysol Ansontlywiiuwuy
anueiualusziny ansssamufeuiiiadu uas
ms'l,mmaﬂaﬂuﬁﬂﬁumuﬁﬂmwaqmwmﬁmﬁauga
q@\%oﬁ'mm'lﬁfsﬁﬂvmmmiu ausr B wazlums
%Lﬂﬂ:vfﬁmaumquamaaun"l.;iﬁmf’mﬁnmaﬁm

~ o L b a4 3/ A A’
mnawqmgm’mmm"ﬁ Uum'mauwuﬁvl@mu

_ Ty —0y
az_[ ) ) (1)

P Y @ PN
Wia 0,,0,,0, @8 arnudunanlufiaunu x y

e z

192

A v o oW W
Nau‘lmaqammvlu"lm

du, Ov
+

It JTUNAE Ay | )
& Oy

o a =

W u,,v, A8 aanTaluuni x uasy

FUNIANGA

or,,
80'_, - Tx} =0 \L
& oy

(3)
8z'xy + iq.x_ =90 J
Ox dy
LARAANATIARULRT AT DA AAM AN
: zyxy' - 21’1}’ (4)
E,~£&, O,-0,

2 o a o
g g,y aa ﬂ')‘mLﬂﬁﬂﬂua:ﬂ?’mLﬂ‘iﬂﬂlaauﬂ’ma’lﬂu

Frutsznavvssanuiau

o, =—p-ksin2¢

o, =~-p+ksin2¢ (5)
7., =kcos2g
Wo &k fe amudwdoulna
p anuanlalasauadin
é aguﬁl.mu a NTEiINuUNy x

gaudsznavraInnu

u, =ucosg—vsing }
v, =using +vcos¢g

d Py 3

Wa u,v fAa 9NUIUNU a Wes F

P o F: S
gums (1) fesuns (6) Wuanudunusidaseuluny
v =t 9/ { d = ar b Ll A‘
sFnnedanuiduitanlnag SodouanusuAusidasis
p+2kg=0 WU o
y )
p-2kg=0 @uiu g
FUNT (7) (SBNIEUNTTLDI Hencky
du—vdp =0 @YU a
v ' (8)
dv+udgp =0 URU F

JUNT (8) (SuNEUN1ILDY Geiringer



; L5 ;
2.2 ns:mvomsﬁwwgﬂua:m:mum‘saﬁ‘%mugﬂ
= @ o ry =3 J dl
nazuIumIAduazdaintugy da miduglansiie
Y Py A
Inlddneazauidasms  wIaRaNISRAAINRITEY
a o P a X v o W o A
FwuaIgn 1 nezutumsteduiacldduidsiuia
WHUlane N8 nuAIREIMUNRNW  uaneInTwITwl
AMURUWIAARILRD DR NAMIULTILSIAIUUWILNUAS
L% ! v o L @ o Q" : A 1
'me:msaﬂ%mugﬂlmumaaammmmﬁmummu
y A A &
LNAUW LNaaARNUNRIVEITUIIN

/._—_—7
Die

_~ 12

2H, ] i

o ¥ .
3N 1 nszmumwugﬂ‘[aml.mu

3.35mMIanitnenide
ghuuudsasnadiaaanivasymussiinua
Jawlyy aumaenszmuﬁﬁuua:ns:n’uunw5&1‘%’m"§ugﬁ
wisnie Senzdilymdomnedaunududowlna
'[@m'l’ﬁ"?"ﬁuasm%uLﬁaofjﬁ'u'i'ﬁ'amﬁﬂaaagn wdnhuaf
TdSsufisunuifauiuuasnquawaviuausy

3.1 wuuINadINAmadIdas
. s e W a o
wwpdnasnaiauaadlugn 2 leofiteulesay
fa anailuunu y imadhuszeanifiugud lavzlna
v o Ve N @ X
PUAWNURIUURNN u,a:mmunszmumsawugﬂmw
9 d‘ o ] 9 [ G J
munmomnmguﬁ u.a:mgﬂum:mumsa@‘%mugﬂ
mﬁmﬁ’uﬁmaaammﬁumﬁ

W J
i wmmawwuﬁm EN&JSJVL@IQGH ?'m

IINTFUMIVDY Hencky

4 N a ¢
31]71 2 LUUADINIIADUAFIRAY

P
taa

3.2 aumsmwmuua*mwammwuw“luma 2D

3.21

21{7475}(%51“( )+§cos(a)]

193

/s
O-y=—+a-
W 2 a-pf

- "o €
a nD HULUWAN

O.v,f  wafiltszneumsieszi
9

ada

=t S =t
naufawisidwmaaning

Hi
D gah
_ 0

+9+y/+%s'm(2ﬂ) (10)

(1)

“ o . = | ) & 4
Wa m 68 §adusTninsusiifaamudaniigwud
nuaNuulauaTINvesisg lauiiun
80 937 FAFIUVBINMUTUBAUATIN
X, AMUEIMUMITZAUIINA A B9 F
Ak, FaugItasimad
[ , o &
qa ATNAWLIRNRN Iz USRI DU
L2 J
oy AMAAUNTZLIUNIRI DU
H,
D 40k, ]
4qe Ye ” g :
L = +=- +0+y +—sin2p8 (12)
2% 2H, 4  H, 2 2
P AB
<= ——sm a)+——cos(a (13)
2k
o - a -
Wa  x, Ao anuemluukiszaunge F 09 8
Ah, FHNNUFILaLTinIsaan
a (a oo &
q, ANUAUURNRN TELIUNN TSI TS
a4 Q of !
P, AMUAUIRIA UL
322 S8dusy
lo P m H,
Zd e 14 In ___1_ (14)
2k 2 sm(2a)
q4 1 oy, mcos(a) (15)
2k sin(a)\ 2k 2



(16)

- 2k 2

g _ 1 [peH, _mcos(a))
2 sin(a)

323 noE)ALuIIauw

—’:—Fév;B +ADVp + DF V)

+AC Ve + DC Ve +CBVSy
+CEV}p + FEV):

9a _[_1 (17)
%\ 28,0,

%Xévjm +ADV ) + DF V}y
+ ACV}e + DCV}e +CBV,

+CEVi; + FEV;

_Pe_-_- L (18)
2k \2HU,

N—

(3

4 a < P v e
LJa Ui f1a ﬂ')']ul?)luuu'ulﬂuﬂﬂ'mL'lnLLNWSJW

(4

U, U3 uiwiinufinisaanuifuw
vt anuiiluudazszuunmsing

q; | (O’dHe _mcos(a)) (19)

2% sin(@)\ 2k 2

2k sin(a)

q. 1 (PEH,- _ mcos(a)) 20)

- 2%k )

4. HaawsIBIaauazdIIol
& da 'z - [
41  waAwsIATIRVAIENgBiawaEwAonlva
L - 1 .3‘ Qs @ =8 :
411 anmandodiuduazanaaunanaialiviy
& = l! Qs Qs o J o [y
m']uLﬂum*uu;gmm:ﬂ’nmuamwuu;sm:ummw
s A a 0 = ¢ & 3 . 4 a u':
fudadaduviaiafidudmangivinin AU
FNNITOURAIA MURNAUTTDIA MU ULAZA A UDATA
= a 2 - w a
lunﬁwmmnu'l@muamluzﬂﬂ 3 sansnapldh e
xguLLaJﬁuﬁv\‘%aé’m%’mﬂﬂwﬁmﬁamﬁu AN
-~ A’ o av o J el A‘ .!
fTuguazanuausaTAIUIUNA LAY
442  anuawuaiian
° av & P @
mmummuns:mumiﬁwugﬂ nNFUN 4 anld
o & o e 4 o Y
Mm% anuausiRuWaaallagaguanudwiaunia
a € a & . v oa X
yuwal R ATY wazlugruzasnszunumsaaintiugy
s v X a a g a X A o
salawRIUS IR anudwalRaATwladn

' [ 9 2 e €t o - X 8 P
mumwmumauua:quLLstszumemu ﬂ\‘lzﬂﬂ 5

194

]
I [

AUUUURUWLRZTREIU

9

uanmnﬁuﬁm'lmsnaqﬂ'lﬁ'h

ANNAURAWALITY  AUAURURUN IUNTZUIUNTER

&1 J - ) R - [ 4 < J

JadugulidrgeninnnuauuiRuiuanszrIunm iy
A A

3 dauamaluzif 12

05

—0— 5 awn
04
= =0~ 10 p¥nM
5 034ip
o —t— 15 gen
£ 02
» ~—f— 20 pon
0.1
—d— 25 pan
0 Py

0 01 G2 03 04 05 06 07 08 09

fraction of shear yield stress

Eﬂﬁ 3 ANUFNWUTIERINANUAUNURATINTIN Y
v - A g a &
WudauaTnuaz sl R TunszuIumsaatiu

o o &
Eﬂua:ammugﬂ

22

5 20
- 234
o =0 10 pm
3
a Zdu/u/o’ymﬂ —t— 15 pwn
1]
a 1'9‘/m —0— 20 s
]
2 — 5 g
© 18

17 T T

0 01 02 03 04 05 06 07 08 09
fracion of shear yield stress

ﬂz hd Qs 1 L Y e a +
U7 4 AU FNRUTTERTINANNAULURNNNLRAFIU
m*umﬁmaauua:gmmﬁuﬁ Tunszvrun1ion
4
‘?mugﬂ
1.88
—— 5 pw¥n
5 18 4
:?') 1]5{ ~0— 10 o¥n
g 17 —&— 15 s
_; 1.65 1 -0 20 BT
© e — 25
1.5 s e e r———
0 010203 04 05 06 07 08 09
fraction of sheer yield stress
N 5 ANMUFTNAWETER NI N UIRUWALFRSEIW

2 -~ (Y (3 = J
m’mmumauua:a{mmwuwluns:mummwu
51
U



42 Wiyumfigunaans

w

== slip-ine

25 -t

&

o 27 ~O—siab

H

§ M = (pper-bound
> p—o—-G-0—0—-0—~0—0-0—0

o !

o

Fod
n

<

T

0 0102030405060.70809

| fraction of shear yield stress

7U7 6 WinufisuanusuulRuWlasifans glu

s o ! A Y L4
m;mumsammugﬂ NYNUUWIW 5 3¢

: : =~ sfipine
2 —O0—slab

—r— upper-bound

die pressure /2

0 T T
0 01 020304050607 08

fraction of shear yield stress

3Uf 7 WisufisuanuduusiRanlasiBene gl

v a X o A (3
n‘a‘:u'mmsamwugﬂ Y]&E{MLLEJW&!W 10 a3

3
M o sl

o
2 2 | 0—0——t—t———t—0—0 | ~D—sib
3
42 =—d— upper-bound
& D__D__D__H—-u——-ﬂ-—ﬂ
z 1
-]

0 01 02 03 04 05 06 07
fraction of shear yield stress

L

A = o Y (=3 K]
77 8 WinuifisuanusuwiRuilas3Tae gl

v a & P e €
ﬂ?tU')un'ﬁE]ﬂ?ﬂ‘ngﬂ ‘Y]l‘{SJLL?JW&JW 15 23N

—_— —

25
M o= slipline
w 1.0—0—0—0—0-—6-0 o
o =t~ slabh
é 15 -
® —2r— ypper-bound
& 1 o~-0—0-0-0-0-0-0-0-0
2
R
0.5
¢ d—r—————r
0 0102030405 0607 0809
L fraction of shear yield stress

77 9 WhsuifisuanuauuiRuwlag s 9lu

s X o .
nizmumsm’uugﬂ Y\HSJLLZJWUW 5 aIFN

25

H—M O slipline
2+

0—6—-@—0-—0—-0—0—0._* —0— |2

L5 4

die pressure /2

05 -

0 (I B B S

0 010203 0405060708

fraction of shear yield stress

195

untoSsufisuanuauuliRunlasien glu

a X ] e ¢
ns:uaumsmimmugﬂﬂa!uu.uwuw 10 29¢0

R . -
3
—0—sipline
25 -
= ;:‘::: == gab
v 2
=1
2 15 upper-bourd
2 151 —t—
a
o |1 g=—O—0—O—0—0—0—0
S
05 -
0 T— —
0 0! D2 03 04 05 06 07 !
L fraction of shear yield stress

3UA 1 aRsufsuanusuulRulasiFanaglu
= & a (o
nszUaunTshalugy Auauifad 15 asen



196

24

2.2

2.1 -

die pressure/2k

1.8

1.4 r—

—+—35 a3

2 ] A .
Extrusion
19 M

—O—5 pam |

—&— 15 aim

—XK—25 i

Drawing

L

T T

T

0 005 01 015 02 025 0.3 035 04 045 05 055 06 065 07 075

fraction of shear yield stress

o o S \
31 12 NS UL R U U UL RUW TR IINTE LY

= L -} J
mMsauszanIntul

0.35
03
025
02
0.15
4N ]

stress/2}

0.05

1/

0 010203040506 070808

fraction of shear yield sress

=—Slip line
O~ Giab

=& Upper bound

gﬂﬁ 13 WIsuioua e ﬂguu&iﬁu*w‘s 29617

04

0.3

02 4

stress/2k

0.1 4

e

-

0 01 02 03 04 05 086 07 08
fraction of shear yield stress

== Slip line
—0—Siab

~&r— Upper bound

1 e

17 14 WisuiouauLau Ay NUN 10 87

06

e et e )

05 4‘
0.4 -

0.3

stress/2t

02 4
0.1 4

—0— glip line
O Slab

~=d— Upper bourd

MM

_—

¢ 0102 03 04 05 06 07 08

fraction of shear yield stress

o v (A
JUA 15 WIUEUAULE Y m‘gmmwmf 15 a9e

5. @71

‘:‘ w 3 r-y-1 v A
nafn ldnnsiensilagdsanududaulng  wu

1 J n‘ 3 & » hd
'nluﬂs:mumsﬁwugﬂ MINUAFATIUDDINNULAY

& = 1 e € | S + o € '
LQB%%?BHNLLMWNW %:ﬁ'ﬂﬂmmﬂuuuwuwama 139

v A Ay ﬂ‘ ly . i !
ANVULAUNINATNNNYY ﬁ’l“l%ﬂi:']f)%ﬂ’]ié]@?ﬂ'ﬂ%gﬂ ms

Lﬁumé‘ﬂmwuaom‘lmﬁmﬁauﬁaquuﬂﬁuﬁ W

& o e v v a, oa & |
mmﬁmutwwuﬁua:mm@uamﬂumtwwu Laziud

X b Qs pﬂa 1 o O
Wisumsunaansnuisaugnuirlanuasaadsinu

lasnnufjevauwauueclidgiga luansiinaawsan

aa . ' > A
Fausvazdeunimpuiswdufonlng



6. LANF1ID19D9

1.

F.Willaim and M.Robert, “Metal Forming Mechanics
and Metallurgy”, Prentice-Hall , 1993.

S.Kobayashi, S.I Oh, and T.Altan, * Metal Forming
and The Finite-Element Method", Oxford
University Press Inc , 1989.

T.Z Blazynski and S.Townley , “The Methods of
Analysis of The Process of Plug Drawing of
Bimetalic  Tubing Applied to Implosively
Welded Composites”, Int. J. Mech. Sci. , Vol.20 ,
1978, pp. 785-797.

I.LF Collins and B.K Williams , “Slip line Fields for
Axisymmetric Tube Drawing”, Int. J. Mech. Sci.
, Vol.27, No.4, 1985, pp. 225-233.

N.R Chitkara and M.A Butt , “Combined Rod and
Tube Extrusion : Numerical Solution of Axi-
symmetric Slip-line Fields and associated Velocity
Fields”, Int. J. Mech. Sci.,, Vol.39, No.4, 1997,
pp. 435-454.

N.R Chitkara and M.A Butt , * Axi-symmetric tube
extrusion through a smooth conical or cosine die
and over a conical or ogival mandrel : numerical
construction of axi-symmetric slip-line fields
and associated velocity field” , Int. J. Mech. Sci.
Vol.41, 1999, pp. 1191-1215.

197





