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Y, =Cée" Yf = A" "

P strain rate

Flow stress

The strain rate is strongly
affected by the temperature.

A=a strength coefficient
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Temperature Strain-rate Coefficient
Category range sengsitivity exponent of friction
Cold working < 0.37, 0<m=<0.05 0.1
Warm working 0.37,,—0.5T,, 0.05<m<0.1 0.2

Hot working 0.5T,—-0.75T,, 0.05 <m < 0.4 0.4—0.5
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Roll speed, v, \

s 9,95 o1, 510

A = roll radius
— p = roll pressure
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A = roll radius
g = roll pressure
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Work billet
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1- Shank
2- Shank holder
3- Backing plate
4- Punch holder
5- Punch
6-Guide post bushing
7-Cruide post

8 - Stripper
G- Guide rail
10-Die block
11-Die shoe
Die with guide post and guide post bushing,
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MATERIAL
Material thickness T | Low carbon steel, Medium steel 0.20% | Hard steel 0.40% to
(mm) copper and brass to 0.25% carbon 0.60% carbon Aluminum
0.25 0.01 0.015 0.02 0.01
0.50 0.025 0.03 0.035 0.05
1.00 0.05 0.06 007 0.10
1.50 0.075 0.09 0.10 0.015
2.00 010 0.12 .14 (.20
2.50 0.13 0.15 0.18 0.25
3.00 0.15 0.18 0.21 0.28
3.50 0.18 0.21 0.25 0.35
4.00 020 0.24 028 0.40
4.50 (.23 0,27 0.32 0.45
4.80 0.24 0.29 0.34 0.48
5.00 025 .30 0.36 0.50
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