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Determination of friction law in metal forming
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Fig. 1-1 Friction coefficient during deep drawing

Galling position

Galling position

Drawn cup for square blank Drawn cup for octagon blank

(a) FEM

Drawn cup for square blank Drawn cup for octagon blank

(b) Experiment
Fig. 1-2 Comparison of galling position between FEM and experiment !->%



1.2 FAMIN TIC 317 B BREER| O BLIR

P92 2 MR INT K 00 N 0 IEENT 5 L&, TOEEZIT S
FENCHAPERTHEGE BB L\, ZTONEEETTE W) . BB DI
RNZOWTIEFEIR® D H DD, BIAETILF. P.Bowden & D. Taber 23428 L 7= §E5E
A1) DR BT A EARFEL L o TV DL TS KD L, BEEIS Tk
EE T AW D DICHE R ) E ORISR AR D EE Z L b
BEdT 2010 E R JOFICE>THEZ b b E LTn5.

%%@%ﬁi—ﬁ@@%ﬁ%i’ﬁzf% O DR MMNLTIFET 5.
Fig. 1-3 I R”T L9 12, MRRIERHHAm AL Tnd & &, AT EiZEo
iﬁfﬁﬁbfwéio_%zé@,%% G 722 T D 45 720 THEfi L C
u\é 1260 = O#ER L TS & BERm & RO, £ CEE W 072

Mﬁmﬁtﬂ\ﬂMﬁL\MMﬁmﬁnmié%%ﬁété.%mﬁiﬁm
ﬁ@%?é X, ZOREHEEAMTONERD D, £z, HWEEOZERMN
%E#wﬁﬁ I LA ENTOREE THXHER 3 2 1T O 0 W B2 0 i 2

LN QBN D S, ZOHY 23 0%, SAMNIZHS TN SR T
XOGEENE L, R, BEICNIEFZEE & % O oF AWk S 125 < K
F4%.

FAMEIN T ClX 2 DOBEEEINHWN LN TWAD. 1 DlF 7 —a v OERITH

L. ZOWFEANT BN EEMEIZHET D) LWV ERICE>TELNED
DTHY, T ORAERE THl - T PEYEEIS )X EmEIC s+ 5 ) &
RSk oORIcERDEND.

= UPq (1-1)

ZIZTC, p BRI, po (TEHEE, o EHEEISTHS.

9 1 DOEEGERIE LT, BEEAWNERINSH Y, 2t eIz XL &3
BISHMM—E] LA FEATHD D . s—n oAl X D & mEN N
X, EHUCHB L CEBEIG NI E Z FTHLEMT 5. LavL, MEOE AWK
RIS ZBZDBEISINERT 2 Z L1320, BEIS IR MEN T
fEL, mWHEE T CIRBEIC NN —EEE 25 Z ¢ EESND. £, RED
RIS K o T & 72 o TR B BUG S1 T8 AWIREARIG ) 2 TRl B 7=, EEEEA
WriEHNIR D X HicRkRbEh 5.

Ta,=mk (0<m<1) (1-2)



ZIT, kIIEFEMOTEAMIERIES), m XEEIE T O AR Tk 5
K& SERTEBEEANRETHD.

F72, T. Wanheim DIXERZEE O L o5 LEEMNT 128~ 13D (#3R) 12X
D, Fig. 1-4 |- TR EFBMOEME o 2RO, Z o2 H\ T,
Bl S OIS 1 2RO D L, Fig. 1-5 DX 512725, 12, ZOBEEINT
IR X Hickbans.

T, = amk (1-3)
ZOXIE, A HO CAE T CEH SN TV D EEYER, bbb, WRED

F O MRIEEM L TIZ 7 —w o oER, SO X5 2w LTl ERE A
MBI Z VDRI E e > TV D 129

d
|l
'
!
! A,
] 1
]
a ]
! Ty ~
Et -1 o Yoy . e _—m S gt - - -
”J’:’, - -~ T e e e man (gt TR P LR T
~
i
& Z @z
> 2
P
i
,2
-
rs

zz
-_'f:‘ P 4 V74 Vs

S: Apparent contact area S=axb
A: Real contact area A=Y A
o Contact ratio a=A4/S
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Fig. 1-4 Relationship between contact ratio stress and average pressure
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Fig. 1-7 Relationship between real contact area and frictional force

Fig. 1-6 Photograph of flange surface after deep drawing
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Friction shear stress 7,/ kg mm
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Lubricant |Viscosity (20°C)
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Specimen: aluminum A1050
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Fig. 1-8 Relationship between friction shear stress and contact pressure of
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Fig. 1-9 Relationship between contact ratio and average pressure
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HOTHEMEIC L D FEM T 21T - 7-.  FEM fEATICIZPEH OfEtr 2 — R Th
% DEFORM-2D™ Ver. 9.0 Z{# ] L 7-.

2.2.1 fRNTET VI X O

i L7 T £ 7 /L % Fig. 2-1 [T~ 9. fRATE T /VITEEER TR & i TR H322
A2 AT DN TH 2 e AA TG T 7> T D, ST HEMEIIEMR T EN v
#hoOEH AN 0.0l mm/s DIRET EF L, ZHEEZFLO5T. L [RIRFICEE
THEA 0.1 mm/s T x O IE M ~EET 5.

BN TAF X, o ORFFE 20 2 HZ (504 120 °, 0.2 mm AR T 5 >0 Zei
EALTWSD., ZOREDFNTNWDEH O VT EE Gl HEE, &S 0.6
mm, T 1.0 mm &> TW5. 7, WIITHEEROERITZ OZEEHD AT
FEER T B Js L OVERME LESEN 2 X512, WD m SIXZEEH D 12 £ 725 T
W5,
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BN T OFMIIZTERAMT LI =7 LK A1050-H24 A L7z, F7-,
Z OMEWAIRRMEIZ D IERBRIC L v ko=, BI5ERBRIX JIS Z 2241 I[ZHEL TYT»
7o, BISERREBR A IR OEIE S M HEY, TORRIE S BRkBA 27 & LT,
Z OFERA Fig. 2.2 [O7T. T OFEMIMLEALMERZ L A LRE RV, &
(2-1) ITRTXIITEREI o ZFERICHT—E &Il LT,

o =Y =153 MPa (2-1)

BN TAS OFEIRAORFE & fRIT SR %2 Table 2-1 (2R3, #2000 A IZ BB MR,
FERER T B L OVEME L EITRIMAE, #i0 TA o ZFEHIT 10000 & L7-.

BN TAF & B T B OB RS X 2 P b RA~DOREZ RFTT 572
DIZ, 7 —n rOER] & B AWHERID 2 FEHOBEEIERCHIT 21T 7.
7 —n v OER OB E T EEBARE ur=0.15, BEESE AWrERI D54 1T EEE AW
RE mp=02 & Uiz, £7=, BT & EfE LR OB R LM —u o
FEAIEAGE L, BESRE 4y=0 CTHD. Fi=, #nThr oA E x il 1m0 %
fr7e L, RS RENBEEER L3 < 572008, AmIciZ2EiEigo v
DHESITIREENS RIS ST Y D 40% & 725 X 9 WAT BRI & Nz 7.

Sliding ¥

Tensile stress o,

Compression U

Detail of asperity

Fig. 2-1 FEM analysis model
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180

150

120

Stress o, / MPa
©
S

60
30
0 1 1 1
0 0.01 0.02 0.03 0.04
Strain &,
Fig. 2-2  Stress-strain diagram (A1050-H24)
Table 2-1 Material properties and FEM analysis conditions
Elastoplastic
Element number 10000
. Young’s modulus £ 69.5 GPa
Workpiece - -
Poisson’s ratio y 0.32
Yield stress YV 153 MPa
Shear yield stress k& 88 MPa
Friction tool Rigid
Compression tool Rigid

Friction conditions

Workpiece - Friction tool

mr=0.2, r=0.15

Workpiece - Compression tool

H#=0

Boundary conditions

Right side of workpiece

Tensile stress ox = 0.4Y

Left side of workpiece

No displacement

Tool velocity

Friction tool

0.1 mm/s to right

Compression tool

0.01 mm/s to up
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2.2.2 )V QBN RICE 2 5 2

Fig. 2-3 (2B AUWHERI O34 OWIN TA ORS8O B 0 A & o .
WINIM OFFEENLENENL L TNWD EZAT, BMEOTEREEL TS D
EERLTBY, ZOMOTEEEREL TWDHZ LEE2RLTND.

I po / Y VR T RO HEE ST A B A2 22 (1.0 mm?) CThrL7Z
HE & 52, BIRIGH Y CEXRIGELTWD. p./ Y=04 (Fig. 2-3 (a)) T,
ZERCER A DNE A EBMEZTE LTS, SEHEEN pa / Y=0.62 £ 725 &L
ERNEELTE LR 5 (Fig. 2-3(b)). p./ Y=0.75 (Fig.2-3 (c)) TiL, ¥k
DXL T BARITIEN > TV D,

Fig. 2-4 ® X 9 |22 EEH 2RO & N THORENR S SNHZ & TTED
SEHARHOBENG 2 LR L35, FHALRILULTO LS IZHEAE L.

_ =1 2-2
B== ( )

Z O B LS EIE pa/ Y DR A Fig. 2-5 1277 KIF 0 ILENE Fig.
23 IZXIGE LTV D, #INTAF & B T B OMBE R LN EL L DLATY,
2NV T BARPEVEZE TS Uha s DT O E TiE, SEHE ERITHEEEM L Tn
5. LT, 2T BRREMEETE LG =%, FHALSRITHIEEIM M 540,
BRI B 5 .

ZOEMIE, MO OENTRER MY LEKOMRAE SR L TWD. £, EBB
DB R S FEEDMEM 2R LTV D Z &G, A X Th & B
BT B OSBRI L 6N L 2R LTINS,

ZOFERIE, FHE O AR S BNV BUEOEMETR ORI D 53
—E &L, ST ERREIRE M AT T 8 2 AT, EREEIS )T Uis
W, N7 A KBTI TH OBEEERN Fig. 1-5 E R 6Dl 5 b
THRIND.
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o,=04Y

(61.2 MPa)
(a) p,/ Y= 0.4 (61 MPa)

f J
o.=04Y
(61.2 MPa)

(b)p,/ Y=0.62 (95 MPa)

v;vav'

"0.2

o.=04Y
(61.2 MPa)

(c) p,/ Y=0.75 (115 MPa)

Fig. 2-3 Distribution of effective strain rate
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Flattened area ratio f

1.0
0.9
0.8
0.7
0.6
0.5
0.4
0.3
0.2
0.1

Fig. 2-5 Relationship between flattened area ratio and average pressure

Fig. 2-4 Flattened area

0 01 02 03 04 05 06 07 08 09
Average pressure p,/ Y
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2.3 U7 5 [ RTEEE R R

Fig. 2-6, Fig.2-7 [ZAKWIFED 723D (ZRUE U 7oA77 5 | 9 JEE R O AR [ &
NBEEZ T, B IZ8R D 2 EH S 7kEE T, BB iz o b= AT
HHREEEBH TETHLOSLRRH AT A RTEHHIEE o TS, BEEG
BRI DAk % Table2-2 (2. 2 OEEEGBRIEITRBRA 2R 2 EH S5
T Faxz—x1, 11, R Z2RED LS LFREA OVAT4E %2 F8) T 5
L2057 7 Fax—41, HEITHEEZAT A NSEDLT IV Faxz—4 NV
Lo THEREINTEY, TNETNEM L CEfES 2 2 LR TE 5. £,
KTV Faxz—RIlLoTHARMINAMBELZIET L7202, ThEhe—R
/LA, B, C, DBV oNTWD., #HEh T EoEEmIE, Rk
L LEHOMMERERZZB LML 72> TWnD. ZOREBRIZBWT, 2L 7 RN
PR EE D HYEMEIRIE~ L B D B b 5B OBEF#E Z5HlTX 5 L 92k -
TW5.

Flo, 7V Faxz—F1, MIT7 41— KAy IHAITEH Lo, FE,
ARBRAICIEH S TWABIEN 2 —EICEOZ ENTE 5. HBEh B A 2
BT EELS O TEY, PAR— FN—0 2 KR T onTung. hiR—
FS— & KRBT 5 2 & TREZKEICHRL, AR — S —IEHT 510
HiZEmICBYffronTtnse— REVICEDEHIIL TS, v—RE/L C
DOFHAED S Z OFHAME Z 51\ i %2 M faf 8 & L7z,

Friction tool Slider

Specimen \.—. _
m

Compressio = T
Lo \. : L | ‘\
Actuator IV
| o o
Support bar - | I Load cell D
Actuator [
Load cell A | |/’ | | «| Loadcell B
Actuator I1
L1 | -~ [ 11
Load cell C : X :
Actuator 111

Fig. 2-6 Schematic illustration of tribometer
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Fig. 2-7 General view of tribometer

Table 2-2  Tribometer specification

Compressing part 200 kN
Sliding part 50 kN
Load P
i Left 25 kN
Tensile part -
Right SkN

Compressing part 0.3 ~ 2.5mm/min
Velocity Sliding part 0.3 ~ 2.5mm/min
Tensile part 30 ~ 300 mm/min
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2.4 RE) T H.

AEBRITERE D OBEMERNRE LRV ENRMLETH L. F 2 CTEMET
THEWIEER &2/ TE D DLC (XA YEL RIA T D—HKRY) a—TF
74 7 B T HORMmMITHE L7z 2829,

DLC 2—7 4 > 7 L3 XA YEY RIGEWHEEZRT T BT 7 ARBIED
ZEThD. TOREE LT, MR, miitEEEE, REERARE, mleeft = M,
ERRE, AN, ESARBRER P 5D 219, RelzmtbeEct & Rl
L<TiE, DLC a2—T 4 V7 LEZHWET VI =0 LSO AR BRI
BT, 5000 REOM T TH D7 61X, BEANTITINTAEETH D &9 #H
HRd 5 D,

DX D7 S DLC 2 —T ¢ > 73S BRSO T, B B EHE AL,
= RT g R SCEMERIK 7R EOES - B, AN LRI & BRI
fEH SN2 SlEL< HO bt Tng 212,

Fig. 2-8 (288 T ROV EE % ~9. DLC =2—7 ¢ > 7138wt Eiftg o T
BRMEIZTT7 A~ CVDIEIC L W L7~ e K SHL 13014 umRz TH - 7=,

UL | (TRVAR|RRARY 1. 150m
\
m 20 30 40 50 e 70 80 50 |0 o 1208 130 8GR
Mo, 101a| O . | "“’, |

Fig. 2-8 General view of friction tool
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2.5 TATHUINEERA IR

AERAITIE,  FEM T & R U MM L I =7 L8 A1050-H24 25/ L
7. BB A OB, SV TR L OFEREAME = 0on IR ER (S8 ek
2k NH-3N) (2 & 2 PATHE O R EB ORI ER R % Fig.2-9, Fig.2-10, Fig. 2-
111277, &S 250 mm X 1§ 30 mm OFRER T O FIFHBEEIC, 0.2 mm B> FT
Jevmfs 120° OSATRUNEE 2 FEOIENC L0 SEFER L7z, Z o5 & B8
E L. FNLSNOE Sy D 0.15 mm TOFRELT, JFEX 03 mm 2 L7-.
THUIC K, EATRUNER OB THREEN T B L8k 2R E Lie. BB i1E7 &
~ TR R, ERICHW.

(250)

30

/

45 Friction area

0.3

1 LT IA I
o
< e
J
m
(:E: - <~
S o 120
% 0.2
o | \
Friction area A Detail of asperity

Fig. 2-9 Schematic illustration of specimen
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H 0.1 mm

Cross section

Friction area

Fig. 2-10  General view of specimen

Height / mm

0O 01 02 03 04 05 06 07 08 09 1.0
Distance / mm

Fig. 2-11  Asperity shape of specimen friction area
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2.6 KRITE

Fig. 2-12 (2175 5| iR BRI D [ B 2 797, R Fr % BRI (R
L, RBRA OEEERICERIG T Y O 40%I2 572 5 313R I MER+ 5 X 91,
SIEMTEAZMZ -, £72, BBRA L EM LEMOBEBORE L DI § 572012,
PTFT > — k13 &k 72, BEESERE 7V 13 0.1 mm/s 3 X OVEMEEHE U 13 0.01
mm/s & L, {H#Ehe & BITEMREZRAICNATZ. Z0LEOKMOMEL 1
— REMZEVFHEAIRY, TOMEE LT OEEHOERE (30 mm?) TERL
T, EHEE p. & FHEEICT) o 2B L. £72, R—&HF0FERE 9 [H
1T-o7-.

Sliding
V'=0.1 mm/s

DLC coating

| &

Tension
co=0.6Y

PTFE sheet

Compression
U=0.01 mm/s

Fig. 2-12  Principle of friction test
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2.7 EEDINY TR =

TRt OB I L O E) T RRE 2 bR (ks —o o %
VHX-600) (2 CHIZ L= EE% Fig. 2-13 (T~ FEERTE O FH A2 IS T
BlET 5 LRBAREORENSSN TR > TWA. R OFEmIC
OFPRBOENRALLNLD, R, FHEH TEOEH L ORMIC b BT & 0k
EWIBlEsnehoT.

| | Flattened area

(a) specimen

ir ‘ e 100 um
—> Sliding direction N f—

(b) DLC tool
Fig. 2-13  Surface of (a) specimen and (b) DLC tool after test observed
by microscope (p. = 130 MPa)
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2.8 AR &R i OO AR

Al — 5 CEEERBR AR T TR, ZNENORER Iz oW T, EEmE O
PSR G E 2GRN IC LD, PR R L. ZOFHEE g L
VIWEIE pa OBfR% Fig. 2-14 |2~ VHJMEEDS 85 MPa B & CIIM L BIfR %
b, TN EOFER M & 72 5 & ARTEEN DB, SR EEINMEmIC 7 5.
ZXUE FEM f#FTiE R (Fig. 2-3, Fig.2-5) XV, »v 7 2ROBEIEERICHIK S
HHDTHD.

1.0

Without bulk deformation ; With bulk deformation
< 08 | D
2 ;
'é I
< 06 B - ‘
o ' o9
o !
g 04 F 1
. o
= 02 } I

o 1
o
0 3 3 3 | 3 3 3 3

0 25 50 75 100 125 150 175 200
Average pressure p, / MPa

Fig. 2-14 Relationship between average pressure and flattened area ratio for DLC tool
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2.9 BRI ) & SR o B %

Fig. 2-15 (DA BEEIE ) 7 &OVPHEIE p. OBIRZ T, Fig.2-14 £V P
BRI ANV BEPNPMERE T 2 L 2T 50, EHEBIS NI EORE L
VI JEIZR U TRIBERICEIM L TV b, 37205, 77 2RO Of
Wb 5T, 7 —ar OBEBIERINENL L TWD. ZORFOBEEMGE u 130.15
Tholz. Fiz, 9FEIOEBRMSERILFE R EICH Y, REERBRIIHIRMED S
WZ EMbns.

30

25

20

15

10

Average frictional stress 7,/ MPa

0 1 1 1 1 1 1 1
0 25 50 75 100 125 150 175 200

Average pressure p, / MPa

Fig. 2-15 Relationship between average pressure and average frictional stress
for DLC tool
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2.1 0 CSPHEICRT D BEES AW T & BEiE T o B

Fig.2-14, Fig.2-15 7> & FHH I O BB AW ) o 36 JTOWERE ) pr 2K
ZRHWCHEE L.

=g (2-3)
Pa
Pr=p (2-4)

B U 7o & B TIRFIC T 2 P i o BRERE A WG ) ¢ & S i o % fih
JES) pr&E7 0y b L1727 T 7 % Fig.2-16 (239", /3L 7 RN 4 2 i
DI O FEEE AW TR L% 45MPa TH 5. 707 EAROEMIETE A3 B
WD b AT OB L &b, B AWNE T b REE R R B R0 B
LTW5., ZOfEERENS, SEHEIZBWTH 7 —a U OERINERNL L T s,

60
With bulk deformation | Without bulk deformation
50 = - i 7
5] N )
2 & A
2= 0T Lo’
g i\ '/ s 1
5 i .
= 3 30 e
= [ ) :
S8 - .
58 20 f _7 I
== -, .
= 10 al ;
- / /
e < ;
O < ) ) ) ) | ) ) )

0 50 100 150 200 250 300 350 400
Pressure on flattened area p,/ MPa

Fig. 2-16 Relationship between frictional stress over flattened area

and pressure on flattened area
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2.1 1 EHREROTH SERITIEE I X 2 FHE o8l

25V T DIBYEE TR M R 2 k9 5 A LRI AT I b b 57,
PRI I T I BfR 2 PR O IRIK 2 AT 5 7=, FiHm 2 fEfR — koo
ST E (BRAEStE= U 4 =27 & : ERA-8900) T X 0 SEE# O mEl s %
1T-o7-.

2.1 1.1 BFHR-KTH IR (ERA) 219 219

Fig. 2-17 |2 = ROTHL S BRATERE O LN 20897, “REFmitd 2 2 o
BB L SEM DR E 7> T0D. B E—AOASRORAEICE LT il
B TRE RO I N TRIISND. EBRICE VRO AS ST T 5 48
O3 k ZH VW TCRO Lo ITERlEN5.

AZ_BZ
=k 2-5
tan 6 k(An+Bn)2 ( )

KFD 4, B 3MEROMT), Ay, By ITHAEIPAKPRFORILES I TH D, &

7=, WMo a7 v A A7 1%, oY MR A 2 TkEo X 5z
5.

AZ=ZAXi-tan9i (2-6)

i=1

WERZFZICE, HRZBESTL2ZLETHRT e 7 7 A V2G5 2 L8 T
5.

-29.



Scanning electron microscope (conventional SEM)

Electron
column

Scan
coils &

pd
~

Power supplies

Scan generator

Amplifier

e

—+0 0€&—— D/A converter

Vv

A

A B
Secondary
Electron Specimen
detectors

I
Image display | !
mage display -: Micro-Computer

r-F—-——-fF--- Graphic display
| )
' | o] Add/ Subtract Floppy disk
L S circuit X-Y plotter
| A
I
I

; A/D converter

Fig. 2-17 Principle of electron beam roughness analyzer
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2.1 1.2 ERAIZXZFHEOHERF

Fig.2-18 |28 1) =R SCHL S MFATEEE 2 K 2 P OB R A2~ vy
VL ’Tﬁ/ﬁ‘éﬁuiﬁg2 18(a) DL ’$ BTHDLN, VT BEEEER LT
% O IZIE Fig.2-18 (b) IR T L D I/h SR M BIEE STz,

Fig. 2-19 (C AR &2 /R T, L7 NEWER T 5R1E BRGEE LD L,

B O FHFICITE S 0.1~02 um OUIALBTEXTNEZEHLNTH 5.

Z OBIEFEROTT VK % Fig. 2-20 (2397, 2NV 7 OISR G E DR
S O 4 C TR P L T\ 5720, i ITE %&%ﬁ&ﬁﬁéﬁé_ﬁ
PEFENIEE > T2%1E, NSRRI TE A7 OBEEREMmIZFHE L /X
K7poTW5D. ZOMMTAERRLOERELIZE > T X EN D07 & HEH
X 7o,

COVHHE E TEOX v » FIEIEF IS W6, SRBEMEL L L O£

BEPEZ L D202 LT L <, MEOX) MR L T2 — a7
FEM M CIIE 2 5 Z LIXTE 2 0VWBHRTH D.

,_Flattened area_,

—> Sliding direction —-> Slldlng dnectlon
(a) pa = 65 MPa (before plastlc deformation py= 253 MPa)

Flattened arca |

—> Sliding direction —-> Shdmo direction

(b) pa = 130 MPa (after plastic deformation, py= 157 MPa)
Fig. 2-18 Observed images of flattened surface by ERA
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Bearing area ratio / %

100

80
60
40 }
20 M= p, = 65 MPa (before plastic deformation)
- p, = 130 MPa (after plastic deformation)
0 n n n n : .

-0.7 -0.6 -0.5 -0.4 -0.3 -0.2 -0.1
Height / um

Fig. 2-19 Bearing curve measured by ERA

Macro scopic

Micro scopic
Before plastic deformation _ - -

-

Pr

Fig. 2-20 Model for surface roughening of once flattened area

under increasing average pressure
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2.12 F£&®

ARETITEEIC ) ORIEBR %2, FEM Tl JOMIDT 5 RBEEEGER I LV
Rt Liz. TORREZUTICELD D,

(1)  FEM fEHTIC LD, BRRSGM 2T LNV 7 SR EMER Lt 5 &, F
HALSRITHICHM D DAL, SPZeHIMEIZ7e 5.

(2) DLC =—7 4 V' ZIXTEMMT LI =7 LK A1050-H24 & L 130
MPa THEI S HETY, BEfTEZ 24 LR,

(3)  FEBRIZBWTH, L7 HOMEMEERIC L0 VP LRII2IEERIC 7 5.

(4)  FEBRIZX Y, VLRI EIT 5 L 00, EHEEIG ) IIHIERER E R o
LEETHLZEDPHLNIRST.

(5)  FEBR#EORER A OHE A ERA L VHIERT D &L 7 SN EEMEER L
T EHENCIE 0.1~0.2 pm FREDOMABRBIEE S I, V7 B OB FE
fE O LY /S <D ZOBISRRIL, LFEMERIC L0 EE
et 2 E T 5 2 LITEEL <, —AAY7R FEM fi#T TIL 2 o/ & 72 M2
DEUDBREZRZ D Z LITTERNWI LA RLTNA.
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i & SR 22

3.1 FANE

ATEDEEGER LY, »L 7 OBUEROFEIZED 6, VHERIS o
X7 —a COEIRRAL ST 2 Z LA SN o Tz, i, S OBEEYE A K
SN b7 —r OEINEATE L Z ERP LN o7, B =Rk
SRATIEE I LV SV OBWET B O Hm 28T 5 &, fdhLo BIFAIC
L2600 L BN o/ ERMMABIE STz, UL, BHATE O EREMm
FLEIZH L SN cm LY b/hs< fotofb‘é EaREL TN D.

ARETIE, TNOOERGERZ S LTV #GEzE VT, BT HOE
BIERIZE L T <.

3.2 5 51 IR EE TR R D HE B

PEBER AT B 10 HT- > T, BIEOEREREZEI L TN . L7 0¥
PWEERMEE DRNE, 77— OERIDNERSL L TS 728, BRI w (37
HE pa & EHEBEIGH @ 20, kD L 92K S5 (Fig. 3-1, #24) OB).

Ta
g = — 31
“ Da ( )

WMEEIEDR G E T2 % b, PHEE po & FHEEICT) o137 —r Ok
WAL LT 5 (Fig. 3-1, #2437 BB’). —, EHHEICH T 28MET) pr LA
WIS ) o ISR AR > TV D728, I E O BRI w 1X

1f
Hp=— 3-2
f ps ( )

EERbshb.
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S BT, P OBEERE 11X

T_fzta/ﬁf_

= U, 3-3
pr  DPal/Br K ( )

Ur =

TR0 BEEARE e EELW. 2O END, SV ERRTOBEMES pr &
[/ CAEO N+ pa (Fig. 3-1, M A) £ TIEZ —m U OERINRNLT 5.
JLA OEME X, Table 3-1 @ X 9 I FHE IXE FERME 2T, ZLL BB
FRTEAE SN L7eWIRBE L oo TN D &8 2 5 b, BESEREAm O® AU WiEE S 23
—ERBIE, T EOmEEAN L THEEEIS M L2z, 77—
0 OWERINRSE L7 72 n 129 . 2 2C, 7 —u OB KL A RA T
HDHRADOHEZEIEE por EERTD.

1.0
=2
“ 08
& A
2 06 | P52
b 4 !
5 s :
ks g '
E 04 F P :
O ) 7 :
o B2 |
£ 02 | .
E y | Per
Y
0 1 2 3 4 5

Average pressure p,/ ¥

Fig. 3-1 Variation of frictional stress with pressure
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Table 3-1 Contact surface state (O-A)

Macro scopic Micro scopic
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3.3 IR SR X 2 RS E OB

ATEI CIE 2 MO FEBRER AL L, 77— OFERBRNLT 5 RA O
J£TH DL por DMFET D EEE L. KETIX, ZOBMEEELT XD
EAEIZ L 0 BRI ZAT 9 .

TR FRIGE T m O A T CTHIN LAY Levy-Mises ORATHE 5 Wl 52281
KTH LGS, BREAWMISTITMZREAT IR (T 2/, 2hich
INENBELY, OTHBEEEZRD D HFETHDH 3239,

T. Wanheim & OMFFE 129~130 2 720 5 WE SRS 1 5 W AW RS ) 13—
EEARE L, & O MRS ) o 1 ZEEE VMR m &0 LA O A WiiE
RIS k 2T,

Tf=mk (3—3)
ERIND.
Fig. 3-2 ITHIHIOZEEI L OS5 L OT RO FIGERT. T OT 0 FGIITHR

D BB, WLOSLHE pr, HABBEIS g LD X 5127
5.

—Df = —Per = 0y = —p + ksin2¢ (3-4)
T = Tyy = k cOs2¢ (3-5)

a TRYBE xR/ TAE ¢ 13,

1

g0=§cos‘1m (3-6)
EFRIND. Hencky DHFEAR LD
p+2ke =p +2k¢’ (3-7)

R 2B RN EIETT o3 ZBEIRSAEL Y

05 = —2k (3-8)

EoT, #WKE p IFRADL DT 5.
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p =k (3-9)

RICBTDaT XL xR RTAE ¢ 1X

—0 (3-10)

txEEh, ZoXEKX (3-4), X (3-7), X (3-9) MOERNEIE pr 1T
RAD X lzRESND.

Per 1+sin2¢ w
Y = T4 -0 3-11
T S+ te ( )

F7-, TAWERIG T k 1X von Mises DR SAFE 2w L,

Y =3k (3-12)
ThoHrrb, K (3-11) 1%
Per 2 (1+sin2¢ =«
TZE<T+Z+§0—0) (3—13)

&0 b, Fig 3-3 ICBEEBEAMMRE m % 0~1.0 & LI=GAOBNETE po O
bz R BEE AUBHREA KX < 725 LA mTIEED LTun. ZoitEE
H0X T. Wanheim 5 OFEF: 129 L < —H L TWb. F£7-, EEOERA 0 2
BREOFRm L OERA TN =5" 1373935 DO FEREEIL =0 DO
G EIRITEETH D72, LIk, #N TAH OREIZHTED L 9 72 A THU N2 %
72 0EEIE 0=0" ORFOEEFmEEEZ HW T,
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Fig. 3-2  Slip line for calculating critical pressure
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Fig. 3-3 Relationship between Average frictional stress and critical pressure
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3.4 b S £ LA B O EC 31T B BRI B O R EE

AIE CIXERSREE 2 TN MIGEIC LV B L2h, BEEEMEICRT 58
PTG ) % — 7 E EARET D72 B, B mELL Lo FmEEEIZ 1T 5
BIBEEIGE—E L7220 Z EMTRIND. T OmEEEIC OV THERAIZHRGE
FTH7O, BB OWG 2R+ 2 2 LT, @i FEER)S rTRE 72 5 i £ B
HEBREE O 2 W TEREZITo 7.

3.4.1 TR

Fig. 3-4 (T =1 11 BRI OIS X 2 = 3. SRR A ICEELIC 6 R F
T, —EDMEBELEZAMITTNDIRETT v EAE B SE 5. Z OB TR
B E A AT D8, XA KRR OS2 MRS 5720, Bk 238
PEENEET, mOWEELZAMTHIENTED.

Compression
Punch U
Specimen Die
_ - =
Anvil l [ Container
- ./EI
> ]
QOO0 00QO000 (}l\
Sliding
Anvil base

Linear roller bearing

Fig. 3-4 Schematic illustration of high pressure friction test
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3.4.2 FEERSM

BRI 5 5 IR EEEGRER T WA & [ CHME O A1050-H24 (FfR
JE7)Y=153 MPa) ZEMH L7-. 3B OMEX, S5 H % Fig. 3-5 ITR”7.
SPEIL 10X 10 mm DIEFBRIZR>TEY, FMITITR2 DT 1 Ly RO
HILTWA., F72, BUEIX 0.6 mm THorlz. RERF IG5 REEEG SR & [Al4E
(2, Tk bR TTRERERC LY BE L.

T ENVOINBLG E A Fig.3-6 (2o~ 7 2 BV OFEENE TIN5 5 | sREEEGK
BROWEB@TEE L FCDLC 2—7 4 VIR EL Th D, ZOHEDREKRE S H
13028 umR. 7= o 7=, B AR D X A TR A LT, /X0 F THIE D
HABREHFBNCAM L., F0%, 7o E/LZHE 0.1 mm/s T5 mm Z#) S8
2. TOLEOHFEHOMELE 17— RE/AXYFEARY, Z O E % 8w
(96.57mm?) TERL T, FHHE p. & FHERICT) o #HH L. £, &
Btk o7 e AEER I L OB & R BEE I TRlEE LT,

Fig. 3-5 General view of specimen for high pressure friction test

Fig. 3-6  General view of anvil
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3.4.3 {HEhmo#

EB% O T e NAEENE S X OB O FBME S E % Fig.3-7 IR d. 7
ENVEERIZIE, REObL0 BN AR I DB TV D NS
WIHER SN2 o 7=,

Sliding direction Sliding direction
—

H 1 mm

Fig. 3-7 Surface of anvil and specimen after test observed
by microscope (p. =415 MPa)
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3.4.4 PBEEL D2

Fig. 3-8 (2 14175 415 MPa D & & OSSO &) 2 -, FEE 91
X, HEhE & BTN BRI 5. EEERREDS | mm R L e D & —E DR
AR LGOS . ZO—EEE R LD T- & 2 A O IEEIEHE | mm X O
PIE 2 R .

100
& p, =415 MPa
= 80 }
WS
2 60 F Average value of this region
% B —
ERN! ! !
2 ! !
2 I I
<20 F ! -
Y I I
%D I I
> 0 ! | - -
< I 2 3 4 5

Friction distance / mm

Fig. 3-8  Average frictional stress behavior during the friction test

- 44 -



3.4.5 EREBICRT 5B T

Fig. 3-9 |2 ARG ) & X1 O BATR % Bi 75 D BEEBR G 5 & DR TR
DT T 7 O, FRlNXZENE I, BB O AMERIG S k ERERIGT) Y T
R L TV D, KA OBEREE po/ Y IZZEEOHEBAE 6=0" OHATH
5. Fiz, BOAOSBRITETEEERBROKK « f/NOBEREOETH 5.

A EEER S NI R E B A D & — B D, T OREOMEITEEREI D
HELIAEETVE S 2> TN 5.

@ Lateral tensile friction test
O High pressure friction test
1.0
pCT
~ - — N°
~ Y (0 =10 1=0.18 (m=0.72)
>~ 0.8 o
A 1=0.15 (m=10.63)
g ydubiinii
=< 0.6 n =
5 0T\ @
5 (o)
g 04 =013 (m = 0.57)
)
50
g 0.2
<
O |l |l

Average pressure p,/ Y

Fig. 3-9 Friction law in wide pressure range
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3.5 rin T I8l D EE 52 AU WTER B D B 5 1

TIZFETT, BEEAWRE m 25252 ENTEHUL, 7—uroiEdlE
FEERE AUWHERIRE) D D 2 mENFE T2, LavL, BEICITEEEA
WitRE m ZRET 5 Z LT L <, BRI p TRHME L2 O3 %\ 3310,
Z 2T, BRI u 0 DR AWHREL m 2 HEH T D HEICOWTET 5.

e R RIS BIE LIS, 7 —a oA & B AWHER O S EEER S T
NELLRD.

Tq = mk = Upy (3-14)

Z D% von Mises DFEIRSGAFEZ FHWTE T 5 L,
Ta pCT
m———k =V3u— (3-15)

Z 2T, Fig. 3-10 \Z "7 X 9 IR EOMRA 02 E L LIzGE, Hitmt
per/Y 01@%&'f?fﬁiﬁ ﬂ@g‘é_\)ggi&k&fcﬁﬁ: LINTE f:&), ﬁﬁ’]ﬁﬁ}f pcr/Y %Yk
DEICERDLTZENTESD.

%=au+b (3-16)

FTo, R a, b LEEOMERA 0 OBFRIT Fig. 3-11, Fig. 3-12 D X 9278 -
TWAHT®,

a =—0.480% + 2.480 — 3.82

(3-17)
b=-1.196 + 3.0

ERT A ENTED., LoTH (3-15) ~X (3-17) 2FLHdH L, K
DX D.
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m = V3u(ap + b)
a = —0.4862 + 2.480 — 3.82 (3-18)
b=-1.196 4+ 3.0

ZIT, REOERANNSLS =0t Bl INsGE, RADL TS,
m = V3u(-3.82u+3.0) (8 =~ 0°) (3-19)

AU K0 BRI u O DEBE AR m A EHT A LN TE, B
BRI u OHTREEITO CAE N A FIRE L 72D, F 7z, B AWEEIS )X
PN T OB ARG EBZ D Z LI TERWED, TOROBEREE po
1Y BIOwRKROBEESRE uid, RATERDbEND.

Per 1

Y V3 (3-20)
L=039 (0~0°
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1.5

1.0 F

Critical pressure p,../ Y
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Fig. 3-10 Relationship between friction coefficient and critical pressure
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a = —0.4862 + 2.486 — 3.82
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Wedge slope angle €/ rad
Fig. 3-11 Relationship between coefficient a and wedge slop angle
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Fig. 3-12 Relationship between coefficient » and wedge slop angle
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PEEGABRIC LV MEE L. SN mA AU TICE LD D.
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(4)

Fig. 3-13 (2R X DR mELL T TldrZ — e o oiEH], BESmELL =

TITEEE AWTERNCAE S .

T=up (P =<DPer)
T =mk (p > pcr)

BRI E per/ Y 1ZZEEOYMIIT L D5 LEAE EFE L WD, T
MBEL Y, ZTOEDERH L.

Per 2 (1+sin2¢ w
Y5 rteo)
L
¢ =5cosTm

PHBEERIGSINIFEREE 2B 2 5 & —FEIlRY, T OREOMEITEERK
MOFELIEEIFTE—8T 5. £/, FWHEN 600 MPa F2£ % Tl
Beft 2 < ERDPAIETH 5.

ZEROMERAN/NE L =0°L B2 INDGE, BEE AWIRE m 138
BRI u ONOEETHZENTE S,

m = V/3u(=3.82u + 3.0)
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Fig. 3-13  Friction law for dry metal forming
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$4F MIFEEEZEIT HMHEOERER +»

4.1 FANE

AT £ T LA LI D 72V AT, BEEM S 1 2 N T o BE R
FEHIZREEE L=, LovL, — R EMIIm Ta b2/ L Tnd. 22T, M
T2 AT DM B A~OIEET 5720, i TOTET, T L
(LR BRI 7, WAHE ORREZ U C, AR MEIC 5 2 5 EIZ OV TR
JEAESRB SPCC % A WCTRFt L7z,

4.2 F E MAf#HT

ARETTIE, BN T O TR L IEDS AL ZRIC 5 2 DB SO THET A
7%, 2 BEDOMMNTET L A2#H L DEFORM-2D™ Ver. 9.0 |Z & A %8 15 S O 2
Stk FEM it 21T - 7=

4.2.1 fi#ENTSRMH

Fig. 4-1 |Z SPCC O 5| iRaRAE R 2 ~7. gl8RERIL JIS Z 2241 ITHET TYT -
oo FH2FETHWE THEMMT LI =7 AR A1050-H24 &350, I LiEk
HEHEL TV ZERHLNTHD. 728, 02%IM N ZBE RIS Y LA LT,
ZDOBEMEMATIE AT 572012 Swift DX THEEI L=, F 0B A2 L FIoR
7

0.21

o = 548.5(0.002 + ¢,) (4-1)
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FlERAER 2 0 KD 7o B RFIE & #ATS51F 4 Table 4-1 (Zo~9. #0 CAF I35
MR, AT 4 FTHII X OVEM TEERIE, #00TH OEEEIL 10000 & L
7o, BN TH & 2T A4 N LEMOEMMEE R SMT, BEEEAMNERIZEH L, B
B AWHRE m=02 & LTz, 7, 0T & EfE TR ESRE 4y=0 T
b5, Fio, YN TH OLEME X x 87O L, EHERRERNEBHEAER L
T L7, HMEIZIZZRETDO V7 OIS I PIREDEIRIGT) Y O
40%& 72D X O WTMTT SRS I &Iz 7z,

BT OFENTET VI, 2FEOETADLEETORE I % 0.6 mm /5 1.0
mmICAZAF L, WEOEIH 03mm 25 0.5mm IZEHE L TWD. EEOFIR &
BUIZEE L TR0,

500

400

(98]

S

S
T

200 |

Stress o, / MPa

100

Strain &,

Fig. 4-1 Stress-strain diagram (SPCC)
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Table 4-1

Material properties and FEM analysis conditions

Elastoplastic
Element number 10000
Young’s modulus £ 187.8 GPa
Workpiece Poisson’s ratio y 0.32
Yield stress Y 193 MPa
Shear yield stress k& 111 MPa
Work-hardening exponent n 0.21
Friction tool Rigid
Compression tool Rigid
o o Workpiece - Friction tool mr=10.2
Friction conditions
Workpiece - Compression tool =0

Boundary conditions

Right side of workpiece

Tensile stress oy = 0.4Y

Left side of workpiece

No displacement

Tool velocity

Friction tool

0.1 mm/s to right

Compression tool

0.01 mm/s to up
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4.2.2 fRENTHEH

Fig. 4-2 |2 bR B LW po DEROENTRE R Z7~7. S EME
WK OGS I IR Z R L, EHEEDORED & & HIT 150 MPa F2 D
AL RITFEHINN SR TV 5. Z OfffIE, Fig. 2-4 T L7200 Las b
M TEX DG ARICHAN TR (b E o TN D.

Y OT Bl 5540 % Fig. 4-3 [ZR T frEANLENED> TnWbH & ZATH
%ﬁ%@fﬁﬁ%ébfwé BIEHINd 2 EE (Fig. 4-3 (a)) TlE, 28
DUEFHNTHIEEL LT 5. FHAGEIBRIZHE I S EEiG 8 5 S5+
@g4%&)%t@ﬁ% PV PR LAY, & BISTEmEIED & < 7
% LT BRI IS > T D  (Fig. 4-3 ().

UbEDZ E0t, MTEEEZGT 556 THoTh, I NEWHERT 5
Z & TR RITRRER N AN, A A R T Z E N LN oL E
k.MI@M@%ﬁﬁf%é%ékm&f SEHAL RO B DR 72 5 B
E LT, ML etEEHT 25 L OISR ZRGT 5 REORHE TCOEER
BB E D, BENER LIZL 2D, 20, FHIERREHE LI <
0, BEONRENIZRDEEZBND D .

0.6

05

03

0.2 F

Flattened area ratio

0 1 1 1 1 1 1 1
0 50 100 150 200 250 300 350 400

Average pressure p,/ MPa

Fig. 4-2 Relationship between flattened area ratio and average pressure
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Fig. 4-3 Distribution of effective strain rate using work-hardening material
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4.3 U7 5 R EE R

FTETCIZ FEM fi#HTI2 X 0, B TAF o i Tab e AL RIC B 2 B B %
T U7, AE IR SRR ER 2 T, SEERES ), S OdRREIC
B2 BB O THET 5.

4.3.1 FEBREAE

FEEGABR I W AV B B, 3B OIS X, 38 L OV =RoclERIC K 5 AT
e DA E G SR % Fig. 4-4, Fig. 4-5, Fig. 4-6 |27, 2#F LA, £ &
250 mm X 1 30 mm OFRER O F RO FERSFR I, YHICE D 02 mm ¥ v F
THehf 1200 OFATRUNEEZ 5 EFERLZ. E7o, EELSN A mm S
025 mm $ORELT, JES05mm & 952 & T, HEEORNEEGM &3
fih 3= DAk L 72 > TV D, FEM fENTIC V= SPCC MBS L TREH L72. &
BRGIEIZ2EEFRKRTH D, 72720, BAEHIEICOWTIE, 7' F o Tidt+1c
WA Cx 2o T=T=, TIVh U IEEIT-7-.

(250)

30

/

45 Friction area

0.5

|
P\{fb\\j\
L1

Friction area A Detail of asperity

Fig. 4-4 Dimensions of SPCC specimen
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Cross section

Friction area

Fig. 4-5 Photograph of SPCC specimen

Height / mm

04 SR R R R R

0O 01 02 03 04 05 06 07 08 09 1.0
Distance / mm

Fig. 4-6  Asperity shape of SPCC specimen
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4.3.2 OSETBAMETELRIC X 2 BEhm oOBI%

Fig. 4-7 |ZF-2iRI 4 250 MPa £ THEfif L7212 Okl i ds L OMEE) CH oK M
DIFPMEBEOFEZRT. B OEBEICOT N RBEVERALND
2, RERA, HE LEDOEH L ORI HEEA & RREMITBE SN o 7.

- Flattened area

(a) specimen

— : o : 100 pm
—> Sliding direction N —
(b) DLC tool
Fig. 4-7 Surfaces of SPCC specimen and DLC tool observed by microscope
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4.3.3 FHEAEER L TEHE OB

Fig. 4-8 [T BRI L 5 P bR g &SPt p. DEfR A 7~7. Fig. 4-2 T/RL
ToFRATRE R & RIRRIS, B EPME VIO GA 38BN 2R L, SEEmED
mED &L BHIT 200 MPa FREED O EHAGRITHIEE M BT\ D, F Tz,
INTHE LM 2 AT X D4 (Fig. 2-14) (TR TR R E b E 7> TED,
FEM fEHT OFESR & [7 T & 72> TV 5.

0.6

04 °

03 -7

Flattened area ratio

0.1 F 0. ---

0 50 100 150 200 250 300 350 400
Average pressure p, / MPa

Fig. 4-8 Relationship between average pressure and flattened area ratio
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4.3.4 SPHIEEIST) &EEIREOBGR

FRRITI T D RIS ) & X )E OBk % Fig. 4-9 |23, I LaE b2
AT X DMEIOGA ERERIC, PRBEEIS NI EmEIC L TR 5 2
ERLSMIERBRER TS, £, ZORFOBEEEREIL0.13 Th-oT-.

70
60 B )

40 } e
30 } -
20 | ¥

Average frictional stress 7,/ MPa

O ket 1 1 1 1 1 1 1
0 50 100 150 200 250 300 350 400

Average pressure p,/ MPa

Fig. 4-9 Relationship between average pressure and average frictional stress
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4.3.5 BEHREIRICH SEENTEEREIC X D R O#1 %2

BENEROZEE A L DS X CTE 72 I 2 5 78R ko ST E o
LB LT (Fig. 4-10). V7 BERT HRIOFHE OB % Fig. 4-10 (a),
VT WET B % Fig. 4-10 (DI, ZOBIZERERS 2 &2 LRk, L
7 SRS DRI O VAR R 72 CH D03, 7T BIRBEHER T 5
ENS 2B ET TN D,

LI EORITBIEEEERBR ORER L 0, Ttz a3 2B ch-TH, N
VT O X0 LRI A U, SERBEES IR RER & R o 2 &
EFTHDHZENESNTR-T-. £, T ORIEEME 2R JF R & N Tk %
AT 256 L RS, 27 OBIER LTtk O E 23N S 72 Wi A3
HELDTOThHdEEZBND.

i | Flattened area

—> Sliding direction §

(a) pa =92 MPa (before plastic deformation)

| Flattened area |

—> Sliding direction — —> Sliding direction S

(b) pa =371 MPa (after plastic deformation)
Fig. 4-10 Observed images of flattened surface of SPCC specimen
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4.4 e I R R

ATER T A7 5 sRAEEERURR 2 T, 40N T O TRE LR AR,
YRR, SEHR ORREIC G 2 5B OV THA L, Wih b Tkt
AT 250 L AR REE N, RETIE, D55 REEER CldsEm
JEBR D - EERER IS T 2 7 T & 72N 2, i E R 2 T, B0 TA
NN TREALPE DS I RIS TIN5 2 5 5B OV TR 5.

4.4.1 RS

T 1 R R AR I O = 3ABR AU Fig. 3-5 ORI E— (HF% : 96.57 mm?)
T, WEZ1.0mm EEF LD THSH. MEHE, 280 SPCC ZHVW. &
1] R AABR D EER T IEICOWTIL 3 HEEK TH S, MR FIESRERICT VA
U WiRE 21T > 7=

4.4.2 FEEBREER

MR Al U 7= SR BRI ) & SR8 JE 0 BEF% % 8 if JE BRI O s R & RiiEi
D EEEGABRAL 2 R8T Fig. 4-11 (R, SPRJEEBS ) & S T R R
SN Z R Ligd 7z & Z A0 BB 1 mm XEOVEEE 7 7w K
LTW5.

Z T, BRI T DT DITHWTZEIRIG ST Y & B ARG ST k22T
BT 5. SETRLEL G, BAmEREEOYIHLOSLIE EFE L.
FEROM LS LERIE, ol —A SHRERO L ) R [EFOFIARLER L [FH
— RS, FLUT, WSITFHYEMEOT A 0.08 (xS T DA TEHPT & gRu
FAREMN & B 449 Z LR NI > TWD. 20720, B|RTAGICHW DK
RIS Y BEY, ARG k13S0 2 0.08 (ZxH ST D fE % fif
HAL7-.

X o i L E XS EERL A 0=0"° OOETH D, £, EEEAEIIRTE
DEEFABIERTH S 0.13 ZHW . AR mEE iy —u BN E- T
WHZERHLNTHD. £ LT, BStmELL BN m T o R BEEIS T 1x—
EL7RoTND. EDOREOMEIX, BEEAREDOHE I LEIZENWZ 30005,

ZHHORER I, T EYEDO AT DM EHI BN T Y, M L7 BEEEA %
WHARETH D Z ERHL MR- T,
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00) @ Lateral tensile friction test
O High pressure friction test
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Relationship between average frictional stress and average pressure

- 64 -



4.5 BN T OT O B D E S

RITERIS THS MO A 0.08 (23T 2 ZTRARFLE 2 2D 2 & THEEE L -
PEBERIZ A ATRE CTh D 2 & &R Uiz, ZORRIL, BN TH Ok X
B TOFRICE > TER LT B & XV BRI DR LT 2 2 & 23
BESND. 22T, ZOFBICOWCEEEEERBRICE Y RAE Lz

4.5.1 TOTHEMATRERA OVERTFIE

Fig. 4-12 [T TOTHBMZ bR A OFRFIEZ <. AKETHEHL T
V% SPCC #hi» B JIS Bk 5 55| kaBR A > 2Bk L7, Z OB 2 7 RER
Bk (RES A E i ERT © AG-X S0kN) (2L Y 11.12mm B3RV, FHY4 MO

T4 02 ZMA Tz, 5IREOWERA OFATH ) & i EEE B OB A 2 U
AX—Hy MZXVEIV L. £, ERFFHITIAETHIHEFA L TH L.

VININE

()

Fig. 4-12 Preparing pre-strain specimen for high pressure friction test
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4.5.2 FTOTHEIMZIZ5E O EEZH)
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Fig. 4-13 Relationship between average frictional stress and average pressure

with pre-strain specimen
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Contact node variables

Normal pressure p
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Temperature 7'
Surface expansion A4

&

Material property of slave

& =&, +0.08

Flow stress o (&p)

N
User defined data
Friction coefficient ¢ ( 7, 1)
J

v

Calculation friction shear factor m
m = V3u(—3.82u + 3.0)

!

Calculation critical pressure p,,./ Y
Der 2<1+sin2(p s )

Y V3
1

_1 -
@ =gcosTm

2 +Z+(p

Conditional branch

k=0(e)/V3

P = Per

Yes

A 4

Friction shear law
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Coulomb’s friction law
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v
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Frictional stress 7

J

Fig. 5-1

Subroutine program flowchart
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Fig. 5-2 Schematic illustration of ring specimen

Fig. 5-3 General view of DLC coated tool and ring specimen
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Fig. 5-4 Normal pressure distribution
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Fig. 5-5 Comparison between friction laws
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Fig. 6-6 SEM image of specimen asperity after the test
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