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o = flow stress

£ = effective strain

£ = effective strain rate

T = temperature

€, = shear strengh

m¢= constant friction factor
K = stiffness coefficient
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Table 1 Material properties
Material AISI-1045 AISI-304
Young’s 206 200
modulus{Gpa]
The@al Expansuo)n 12.6 173
coefficient[um/m-C]
Poisson’s ratio 0.33 0.33
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