oI

M =25t 22 Deep-drawingAl

MEHZO ofA|H FE
Microscopic observation of the material behavior of
thermoplastic composite in deep—drawing
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Figure 1. Punch and die geometry used for
cup forming test.

Table 1. Punch and die geometry used for cup

forming test.
Punch radius (nm) 30
Punch profile radius (mm) 10
Die radius (nm) 56
Die profile radius (mm) 10
Clearance (nm) 6
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Table 2. Blank size and punch depth for
cup forming test.

Glass content|Blank diameter|Punch depth
(%) (mm) (mm)
20 190, 200, 210 | 45, 55, 60
30 175, 185, 195 | 40, 45, 30
40 175, 185, 195 | 40, 45, 30
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Figure 2. Wnnkle and neck on formed parts

for 30% glass content composite.

Figure 3. Cross-section of the wrinkled
region of the formed part.

Figure 4. Micrograph of the formed part in
the neck.
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Figure 5. Forming lmit diagram for 20%
glass reinforced polypropylene
formed at 100T and 0.lmn/sec.
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Figure 6. Forming limit diagram for 209
glass reinforced prolypropylene
formed at 100T and 10wn/sec.
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