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A Study on the Forming Velocity Effect on the Warm
Deep Drawing of AZ31 Sheet

K. D. Kim, H. K. KIM, J. D. KIM

Abstract
Deep drawing of magnesium alloy sheet is conducted at elevated temperatures(200~3007C) to improve the press
formability because of low formability at room temperature. Then magnesium alloy sheet formability is known to be very
sensitive to the strain rate. In this paper, we conducted warm deep drawing tests of magnesium alloy AZ31 sheet for
various punch velocities. We examined the forming velocity effect on the deep drawing formability and the correlation

with the tensile test result.

Key Words : Magnesium Alloy, Deep Drawing, Punch Velocity, Formability
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drawing die

Table 1 Spec. of the circular cup drawing die

Punch radius (Rp) 6.25mm
Die radius (Rd) 6.25mm
Clearance 0.96mm

22 2t CzE=2d 48 AME & A

£ AFoA AR £&71 08 © @4 ==
Y ZHol7} oEA WaeA nAItuAr ATt
ol il &= xHol Jvd ARIHA
(Komastsu, 200ton)E A&t ©4d £=8
AR O ZA QPSR =29 Aygo] od
Fag VA=A FF G AT B AT
2 =29 FAAA ALRE A ZHE0mm =
29 71F) Z299E Fig 3o JERAITH

- 23b -

E
E
£
L2
=
&
o
o
o
=
@ : |
35 15 35 45 48
Time [sec]

Fig.3 Servo press motion for warm deep drawing
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