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Hardening Exponent on the Determination of Friction Factor
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ABSTRACT

The ring compression test has been widely employed as an experimental means to determine
the friction factor. The calibration curves are obtained by the rigid-plastic finite element analysis
for various work-hardening exponent and strain-rate hardening exponent, The effects of work-
hardening exponent and strain-rate hardening exponent are thoroughly studied and discussed
from the finite element computation. The change of friction factor during height reduction in
ring compression is also discussed. Then, the method to estimate the change of friction factor

during ring compression is proposed.

Key Words : friction factor, work hardening exponent, strain-rate hardening exponent,
rigid-plastic finite element method, calibration curve.
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Table 2. Results of Ring Compression Test
[Ref.9.10]
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Fig .9. Variation of friction factor with respect
to work-hardening exponent.
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Table 3. Comparison of the Newly Estimated
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