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JESSUPA  SARAKHUN ~ :  IMPROVEMENT  OF  PARAMETERS  FOR
THERMOFORMING PROCESS OF PLASTICS BY FINITE ELEMENT METHOD.
ADVISOR : DR. EK-U THAMMAKORNBUNJUT, 49 PP.

In the past, many research about forming of plastic sheets, especially with
thermoforming process, have been carried out to predict wall thickness of containers
and effects of forming parameters to the thickness distribution. The minimum wall
thickness can be controlled. The interested parameters, for example, are plastic
sheet temperature, effect of using an assisted plug, plug velocity and vacuum
pressure. In addition, the required wall thicknesses are specified without reasonable
source. To help improve this, this research consists of two parts. The first one is
process improvement which considers the combined effect of plug velocity and its
stroke to the distribution of wall thickness of a plastic cup. And the second part will
concern about the effect of wall thickness of a cup to its strength and stiffness. Both
parts are analyzed by finite element program in order to demonstrate a way to
improve manufacturing process to plastic companies.

From numerical results, both plug velocity and stroke have effects to plastic
cup forming. Optimum values should be considered on a case by case basis. We can
only conclude that in the thermoforming process one must neglect to use high value
of these parameters at the same time. The Thinnest wall thickness may be found at
the bottom and side of a cup.

In the second part, the results show that the strength and stiffness of a cup
increase as the wall thickness increase. However the rate of stiffness increase will be

reduced as the thickness of a cup increase.
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ﬁmum Air

Plug Immersion Into Billow Vacuum forming

gﬂﬁ 2.13 wanadumnaun15UusULUL Three-Step Forming [6]
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Air Pressure (=] =
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4.55% YBIAUNUIVBHUNAI@RNABUAUFY (0.22 17) Fedl
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MIINTTVYIYAIVDILUN Y
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a =Y P4 Y la 6o Y2 a a a & 9 v vy
Wa']ﬁﬁ]ﬂll']ﬂﬂ’ﬂsﬁuq"IUWGUUEUW'JEJLLJJWNWGDE{ SZNlIUiL'JmVlU'NV]q@Iﬂ@TE]UU']ﬂﬂ']E] I@ﬂ'ﬁ(ﬂl@

0.08 17 SRy 36.36% summwwmﬁuaqLwiuwmaaﬂdau%’ugﬂ (0.22 947) [14]
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(n) DPNAARNTNNUOIBUY @) drenaraRnNnudsulakuUllaiale

1 ¥ a

JUT 2.19 Megnmenaainfinumigund (n) wazienaaininuilgunuwuuliaiiae

(v) MIUFUMENsEUIUNTIEesIuHaTUi

2.1.5 QenuAnanIy

w5eslunesuds (Thermoforming) viungfis MITuUsUBUNMUlagNIsIiANUTOUTILHY
WagAnaudgamginnataineeusd wavarunsadanilagldussauganiei wieuiu
¢ ' Py 1% oAy ia ¢
gunIaiN1NaYIe B MAlATUSIABINI TN UMY ULLTL
Assisting plug viungde gunsaltiglunistiaudunatainluduneunisimisudugy
WandusnaaRnveInsEUIuNsUsUesiunesuils lnelvunauasndnaningiunaieviie

wiu L egdivllew avA3aA Juegiuanuvansanlunisldeu

2.2 szisudsinludiafiuun
lutlagdundndunndmnssudnnudymaiianududoungiuiveuingusn
1155039 wazAudutauieIfunuaulRvesTanuIntu Tnevialiuanduniseiniiaz
A111903LAT1zRUT o LALAT Y UIINNITAIUIUNTBN1TABULANEN1IAAAAIARNS L3179
o @ v o N ad s a ¢ A A a ¢ = v =
dusetodeszdouithludieduud Wuesestietislumsiinseitym wsunlymin
finnugudoumaiu Ingnmsuiasaunisigeeyiusivedluguuuuresssuuaun1snanig

Yaa o

f@uLiles (system of difference equation) 143541aes5Usreseen1sAnwuasuusdmduli
=3 & ' Y A | | b= v v Y ~ i
anaseanilugunsdieg udndeulssudazdiuliianuduiusiuy iweundyniwaznina
° a e v X
WwalAuUIzIUANLULTIADINNANAAIANSNES19TY [15]
raLRAsLLUnSIATUTENBUME AR Yeuatuludiuiuetudal wuiiagyiing
1 a £ ! ! o = a wva g [ M v LY
MHARALKIUASITIUTENOUMEAIR1Y Iuuunung Felunsufuatumduldlyls wdnnns

ARavinn1sanA1vnLaNiswILetuRA I TuLTuA e sUszaaluswuntule (finite) Aae
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nsunugUseanvazvesdymmeafiaug (elements) Faflvwinsiieg fu lagnanisves
sudouTslnludiofiuudtu agdousuanmsiansaediuudiiaziofiuud Tnevinisasng
aunsdmsuusaziofiuudliaennnesiuann1sgdeeuiusvesdymaniiaisaney 3ntuis
Uraunsvesudazediuanasstulauiusenauiuiineliiinssuvaunissin elu
AVUINENIINENAd1eiunsimnedmusinUszneuTIdidie iy nelminlugusis
anwagymunealymNunase udrdslssendleulyveutuannmuautiaslulussuy
AUN1TTIUABUTIINITUANITEULAUNT LTl NaLaglagUseunifeanIsnumILILesigg
voalgymiidu [16]

P a o o o o ! o v =~ ax s a s o

Wesansuuvunanduena lundigusiedudeu seidsudshilusiediuuddad
unuimduegrsunlunisihuiyszgnaldinsigidyminigg Tudagdu wu Jgninis
S 1 <@ ! o [ ¥ = ad (3 a (3 ! LY
ganguresrands nsatemauiouluing nsldssdeuishiludefiuudatugluiu
TIAUINITHaZUTEANTAINYBILATRIABNTIW DT YINMALEIAINITARIUIMMIUTINGNIT0I
Wndulalagazain wagluvueiiediudsheandlddremaededddlulunisnaassasndie
[16]

2.3 N1392NkUUNIINAABY (Design of Experiment)

Tun1eUURv19enaImngsy N15MAaeINtasuNITEBNLULNT A8iin15919IueE19
I & [ % . = % a [ 6
WuszuulunisduaAuaiunyslunssuiunis (Process variable) %30AUU SUBIHAN 0491
(Product variable) #8431n71%1115119uARUlYY0INTEUIUNIT Y3884AUTENDUYBY
Han s NiikaseAMANYBINENTNI FaranusavinsUTuTaiaiuANNanalunIs
AN AUUNYRDD AN Lar UseAnSaw

LRIENTNgINIRIIWIUTING Felun1ImaaesiazATzRadlrasEvoyad

=

°o v A Aa Aa ° v v Ao o = !
GH iy'ﬂ?j@ “?anﬁ/]@ﬁ@ﬁ/]lmqi']’]ﬂLLNUV]@ngqiﬁl@aqigmamawaqﬂfgLLagllﬂmﬂqul']ﬂﬂ’Jqﬂrﬁ

Y 9

¥ '
=< al

naapsiinTuanuAllldunIsNRLINieY waslnglnIgnIsAADIMINLELTI9 L Tae
anunsadasziienfudvsnavestadefideinisinumldiniigae 3 seonwuunismaaes
%39 DOE (Design of Experiment) ﬁqgﬂﬁmﬂﬂumﬁaaﬂLLUULLaﬁmeﬁma’Lumu%&ﬁ
A1589AKUUNIINAABY AD N1INAdeULiesnsafeInsedededaerins
WasuwUasAuusid (nput Variables) Tussuuvionsgurunisiaulafine wiefivzsh
T¥anunsadanguasddeaiasineg AneliAnnisiasuniasme wadwsld (Output or
Responses) 9NNTzUIUNIMTDIzULTY Tneiauustndrazgninuvadu 2 ndu Ao naui

muauld 1Sendn “dauds m3elade) Nnruaula (Controllable Variables or Factors) 138
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fuUs W3edade) fsuniuszuy (Uncontrollable or Noise Variables (Factors)) [17] s

wamaluguil 2.20

Frudseruauls

o Kz Hs A

A S l

n'ixuaunﬁm%m:uuﬁﬂu’h ‘

R r

Z1 L2 73 Zq

Fndsfarunulle

a ey v
RaWT e
(Outputs)

Fndsuntin
{Inputs)

JUN 2.20 anuduiussevnieiinusine lunssuiunisvsessuuniaula [17]

A5N1980ARUUNTNAADITEIAUEIA NN IUNITINUN LA AT UAITNAGDIAN
= & aaada o 1 = oA A P yaa
WHY U9 1NLUJUITNHAIUTALIU LUUBU LaTHAINNUILTDND LW?W%@JﬂWiFLGU'Jﬁ‘VH\T

v 1 v

adinenansuazadmdusgiglunsieseitoya

2.4 91U298NNYIVD9

ntdgninaninuluBuauiniIun1sTUIUA8nIEUIUNITIER S IuNe SN A 3

Y

a

aamunldasitanoduuisdin annsfnwanuideiiieideanuin Yedeiiisnsnasie
Aruvuvesua WA gamgilunislinudou ssezatlunmslieuiou sesnalu
MIgasIEgaaINA seezattunisliaul wazszeziaitunisliauiy

Usziasy vt uazvdian vigidng lﬁﬁﬂwﬁ]ﬁaﬁmmzaﬂumisﬁugﬂﬁw
syvvayaInadmiunarainvialndhidanaslsd Aflaumun 0.4 uu leeldisns
geNUUUNIIVIAADUTINTBEBawUY 25 (2k Factorial Design) Tiseduaandesiu 95% lne
naaestuiies 1 ads (Single replicate) NHANTIINAARINUIIRUNNLuNTIiAIINSaY 190
psFdAlYa seaziattunslvianuieu 34 Junil seugiandaInia 36 U1 Wau
19 3unit warlaudu 9 Sunit avdsmalimuvuvesBusuiiudy [18]

fneius duaiaed wuiruauiildainiedestusunataindasainuiounuy

gaay1n1A (Thermoforming) dinfigunsslalanysel wazlinUMUTIMAUT IR YUY
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(%
Y

Weenin 85% vesmnunuingaudiny eladnwivndadenvangaulun1sTusussadon
wanainvllanedieiaud miunTeWusULUUgYYINAlAgITN1T0RNIUUNITNADLTILNIN

nalsaLUULALAIN Inenaaeuiseiuludfy 0.05 nan1snaasnuitnITUTuIA1gumad

o

a =

190 samawaea Lalunshiausou 22 Juii natlunislvigyania 17 3w wagiian

TunsTauiin 12 Jundt asvlisusuiitusuiigunssiiasysaifvmn uaziinnumuilides
N1 85% vesmumMuGssuAaTit ALY [19]

n1sfnwin1siauiussyiaad msuldleansu lneafie nesfia wazaue leden
wiuwaaRndidiaaumun 1.0 fadwns varssdnminamaass uazldiedestususiemiu
SounuugaIniefionmadl 200 esruwaifioa nuaNIIAaBINUTN MItuzUnataRnyi
Polypropylene 3gfinnunssezaantunisiaauseun 30 39 seesaaitunisligyainie
15 37 wagszegnantunistiaudl 3 Junil [20]

Uszasy yudayay Anvimdadenmunzadlunistugunanainaigainusoussuy

=

v ) a | a ) e v I a a
goyanid Welirununvesingavanadliiiy 15% lnedanlinaaesazilunalainvile
IndweRiauniaumun 0.5 wu. {37elaldIsn150nuuunIsnaaesdaunnneseakuy 32
INNANITNAABINUIT aaungiluasszaziiailininuioussdanalin1unuIveBuey

1 o 1 a v o 7 ‘NI a al v v
wanensiuegeiidedrdny Inefigamall 250 asrwalded seeviiailunisiiniiuiou 29
U 2z dUANIZAITINUTAMUIZ AN dN1EAINAIALYIN AN UNUIVDIT U LT ALRAY
0.421 Jaans AATUAILNUILRAENANAIIINAMUNUNSUAULNEY 12.29% [21]

& = % !

fa391 Mgy uag 39y Jua3nyetiud Anwvinisandadaulunszuiunisdanaadn
Tngusggndldnisesnuuunisvaass nsdidnuilssnundniniesindriidvendsiiatuain
NIUIUMIWANTS 4.29% Taenuinisdananafnifietusudaeiesindn delviAnveads
fiftdnuwasduresornauinaintuny 61.1% anveuderiamn JdldihaumiiiAnduan

Y

AnsEeaE Why-Why Analysis anduiidadeiifiatunnvhnisesenuwuuntsaaesdauin
noi3Banuy 2k wuu 191 wseidesiindesingiv iilediAisesutadeluldasdy
nsTUIUNSHAMASeIdNEN wuindndiurenduananndaiiieg 2.02% [22]

Saa DA TiesgianuamsatentssuminnsndeuiuduuL (Top
Load) finsevideninnanafinla PET (Poly Ethylene Terephalate) tngldnsiaseiids
Faaviaeszauisinludiediuud (Finite Element Method) wleAn®1aisenisdeuii
AUUUNSBLSIAWE (Bulking Load) wesmiananadnla PET laguuinisnadeutduaiunsed
fio nadlusnieguanisgusiilielsisunsyiuuy uuuaindady (Linear Static Load) nsdl

d' ) a & 1 1 = A o ¥ a a 1
Napudunsiaseialsalnege L‘WEJ‘VI’]LLNQQ@@VWHIW%’J@WG’]&@ﬂIﬁ PET 1AnN15LAwe wag
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nsdifenunsiesginindegunuvadnliiBadu (Nonlinear Static Analysis) Wafildanns
AATIERILULNUTHULBUAUNENIITNAFOUDII NaNISLUTBUTBUTENIN AN TAdOULAY
NAIINNNTIATIZANTTULSLULAARTRE YT Srnurainndouadewiiu 12.84% lng
AannsinassiiAngsniinismaass daunamsalaszsiusdlie danuaainndouiads
Wiy 7.93% lagA131nn1snaaedigandinisdnaes wazn1sinseiluuliidady W399
yiliAanslisediauranaedeuiniy 7.52% Taerannsmaassdiiginiuuuiiaes
[23]

Hsiao way Kikuchi ffiunaa1ulula.@.1999 1309 Numerical analysis and
optimal design of composite thermoforming process laglavi1n15i1assuazaoniluy

6 LY [

ns¥UIUNIS Thermoforming Taaldssiiauislnlusiodiuus Insiginnaudivesianuas

9 9
[

$raeamstugUuu 3 R dWeldsudouillufiofuudduniodoinsgidesiudion
msﬂ%’ué"fqﬂszmumiﬁmmzaﬂumiﬁﬁugﬂLﬁaﬂu—v\la%mﬁa

UITE09 5UA1T FunsiisITe waraue 1589 “FEA based optimization of
blank holder force and pressure for hydromechanical deep drawing of parabolic cup
using 2-D interval halving and RSM methods” Anwansdees i zauveansiiu
(linear pressure) wazws3adudn (blank holder force) finsil ﬁﬂ%%’UﬂizUWmiﬁ’lﬂ%ﬂJgﬂﬁ’J&J
wseuii1 (Hydromechanical deep drawing) 18s8aensenisluan (parabola) Ingldnis
Ansrzinuulnludedud Tneuszandld 2-D interval halving method wag Response
surface method (RSM) Tun15e3un8ANUELRUSTEnINAININHIADSVOILIIAULAZNAVOY

AUARUIVDITUIIU [24]
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au Tngldusifusisude (Cavity mold) uayld Assisting plug tWusdiglunistaununaiain
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wanfamaltlunsinuleun vssdusinanadin (U7 3.1) Bumdurigudnan
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JUT 3.2 awdegsvesmienanainauysel ATugualenszuiunsisesiunesuils digain
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(Sterilizing Retort Machine) #l¥aavgiigsnin 100 ssawaidoa Junaiuszanal 20-30
uil ileiafafunsruiunssndouddunaldihdeiidauunndoaiosmuunsiiduiae
winnsgumfiusufudhsunalauinanis fuandusud 34 Fsdeduveadeils
annsolulfould esnnudnsusiflenaunnialdie uazenaiinansenusionasaul
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JUN 3.4 AMAIBE1YRINENAARNTIAANITIUMINNUNY YHIIINUIITOMT waztdi

LAT4BULNTRAILAINAY (Sterilizing Retort Machine)
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A

Tneld33luludioduud [25-26) Turusiiaddedu 9 \Junisnsraaeunansgnuves
WAmesEng q AensnsranearuTeTin Yl [27-28] Nansisewmaniiidudiely
n3UuUganszvIumsnaauuuLseslulesuils 3esdng waznislimdsauldegaed
Usgansnm eehslsfnalunssuaunisesnuuuussaiasilagiamizegnadduguseswesnis
PONUUUNI9NG UTTfusienaldFuniseenuuuInneIfesNsTiuiase fegty e
Altdunvuzussgemmsvesundaiiuandusud 3.1 Sinaranaumuvessifedusad 0.3
1y, azAnadevasrumIfAe 0.35 uy. Jsdheenafinuudusaiuninnnudeanisiung
THu fusannsnaneramuvesadiesussdaei agannsaUszmdataguayansld
wassulunssuunsuanle
mu?%’ﬂ‘ﬁ%ﬁ'}aaqmwa%ugﬂimﬂmammmL%aLLasiwzﬂmawgﬂﬁdwﬁmﬁ
N5218ANUIVDIHTIEIY wararmulafiaLanIANEITS eI ILAT A
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3.2 msﬁmuﬂﬂfaﬁ'ﬂﬁﬁSwswamamiﬁugﬂﬁasmszmumnsaﬁuﬂa%m‘jﬁ Taeldsziiouas
Inludiodua
Fupoudl 1 nMsulswuusaestunueendutudugon veeilu element
Fupaud 2 msdenilsiulszananeluediuus (element interpolation functions)
wusnmeantdu element goe9 lnsldnszuiunis Mesh generation
ielvilsiedmudfimnzaunazgnsios
%umuﬁ 3 MTESNENNITVRNDALIUS (element equations)
Funauil 4 nsihaunsvesksay element ldunUsyneusiuiu deliinszuy
AuN1599% (system of simultaneous equations)
funoudl 5 v‘l’wmsﬂszqﬂﬁﬁaﬂwaum (boundary condition) aslussuuaun1ss
Funaud 6 o ﬁ@m&iaaaﬂmlé’uﬁa anunsathanlfiiiemandug 7
Asnsoanlulasn
Tudauusnagdraesnistuguiionanaindenssuiunisseslumesufiuuuivdn
grelaaldlusunsy Polyflow Tnearunuiveawiusudiufe 0.35 uu. inisusulasu
AUSvesUsnTIe 6 A fi 0.25 0.5 0.75 1 1.25 uaw 1.5 waskeduil uazsveaznn
(Stroke) vaaUdn 5 A1 Ao 11 15 20 30 way 40 . LLamamaﬂﬂisﬁugﬂﬁwLf]ummwmsuaa
Wia078 unuediuuduazadelilusunsumvualvilagsnlulds
fhewanainsegefiiivuinusduduanduzuil 3.5 Wuauamsuuuanny
mﬂwmaaﬂﬁﬁimaé’amﬁa 1.3 GPa AULAUTDINANART 24 MPa Wagdnsdau Poisson
wiriu 0.42 Tu ANSYS lefinnsimundruiuveediuuduazyasoilu 200058 todwus waz

400572 YARBRNNAIGU FINUNTNAFBUNTGIVBIHATNEILA
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NANTSIYRAZNITIATIZINANITNAADY

Tuuniikuin1sieszveaniduagasdiu Inga1uLsnALAgITUNITITLADS IUNISHER
ANARBNIINTLABAUNUIVBIA2E TASAINUALRANUN UYL UNa1aANTALTY 0.35

. luraeidrufiassazdunisinsginisdesvesiieiinnumuiig ¢

4.1 NAYDIAULSILALILEZNAVBIUANABNITNIZANYANNNUIVDIG 2
Weliszeznaveslanimmsuaiuoudisuanusivesiinaiamng § nsausnd
g.’; I~ [ ~ Ay v v 1 A a
szeznavasUanidy 11 uu. dwwandlugudl 4.1 anuvnfnumgaziesninnnuruInuiom
s utsega vy wnnzanlunisildldeu nseinassnszeznavasudnidu 15 ua.
Aenanslugun 4.2 Ganudn Anusandu 1.5 WRseeduldl N15NTLA8AIUNUIDE
ABUTINA USINTIIUIeUsENa 0.1 1y, Agaginuile uidusnaliuindiaiiguivves
AIALSIVENAIDY 9 WaRa1suNFUN 4.3 waz 4.4 JaszeznavesUanidy 20 uaz 30 uy.

ANNAIAU ALWUNITNTLANLVDIAIUNUNTABULINA Lﬁ@ﬂ’J’WQJL%’]‘UéjﬂL{ju 1.25 uag 0.75 e

] o

aodufinudniu luvasiidleliszesnavesuanilu 40 uu. dsuansluui 4.5 aznuns
') a % ad an o o oA a <

A5218v09028NUENalHle wazAunUIUSENNM 0.1 Wi, TWuiliuntn Ae NA1L57

Uanidu 0.5 wag 0.75 wesaaIu? d93dudaailuinsmziainuidansas A undawns

Tunsldaunsly welwiuladnamisaldanulafase o

THICKNESS
0.350

0.325
0.300
0.275
0.250
0.225
0.200
0.175
0.150
0.125

0.100
[mm]

Stroke 0.011 1.00 m/s

d' ¥ -:l' < o ' U P T
E“LJ‘VI 4.1 ANTNTLINYAIUNRUIVINWNAULIIUANATY 9 AuULlTreznaAvaIUanly 11 ua.
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THICKNESS
0.350
H‘ 0.325
- 0.300
r0.275
- 0.250
r 0.225

- 0.200
r0.175

0.150
I
0.100

[mm]

0.25 m/s i

0.50 m/s

1.25 m/s

0.75 m/s

1.50 m/s

Stroke 0.015 1.00 m/s

U7l 4.2 N13NTEANUNTRAILNANSIVANAN 9 Aulloszeznavesuaniu 15 uy.

THICKNESS
0.350
l 0.325
0.300
r0.275
- 0.250
r’ 0.225

0.25 m/s

- 0.200
F0.175
0.150
0.125

Stroke 0.020

1.00 m/s 1.25 m/s 1.50 m/s
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THICKNESS

F

0.350
0.325
0.300

r0.275

0.250
0.225

- 0.200

0.175
0.150
0.125
0.100

[mm]

Stroke 0.030

1.00 m/s ' 1.25 m/s

34

0.25 m/s 0.50 m/s !

0.75 m/s

1.50 m/s

U7 4.4 N13n5918ANURUIVBIIETIANSIVANEN 9 AudlszeznavesUandu 30 uy.

THICKNESS

0.350
0.325
0.300
0.275
0.250
0.225
0.200
0.175
0.150
0.125
0.100

[mm]

Stroke 0.040

1.00 m/s " - 1.25 m/s 1.50 m/s

JUT 4.5 N3nIzteAURINTeiieNiaEIvansA1e o fulleszeznavesuaniu 40 uy.

FuNARANAINGUT 4.5 197 imnusimaus 1 wmssodunfivull wilsinudng

Y  ada o 9] v ! v A o o  a A I3 I <
VBNOWYNAANNUVDUDIYATUUUILTABUYINUNLUBLNYUNUUILIUDU L‘UUVLTJVL@'J'] AITULIIVBY

Uanihaziduamnesnisnssaeanumnwuull disliaunsaiasiziladaauiiu 39

Pdusiesdanguranisnaaedaslinusivesnlanefilaefiszeznavesuanuansneiugs

wanslugun 4.6 - 4.11 Jsaziuldtniauaingud 4.10 uax 4.11 31 dbienusuagsvey

NAvRIUANTANEY WU AT 1 wnsieduituly uazsseznavesUandu 30 waz 40



35

313, WAL YRR ZADUTIUN BAZNISNTEIEANUNUNUADER Fetiuanusalmdy

[
v

Towuziladn Tunswdndelimsldaanusuessseznavesuanaaviag

THICKNESS

l 0.350
0.325

r 0.300

r 0.275

r0.250

r 0.225

r 0.200

r0.175

0.150
[ 0.125
0.100

[mm]

0.015

0.25 m/s

0.030
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THICKNESS
l 0.350
0.325
- 0.300
r0.275
- 0.250
I 0.225
- 0.200
0.175
0.150
0.125

0.100
[mm]

0.50 m/s 0.030 0.040
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THICKNESS
0.350
* 0.325
- 0.300
r0.275
r 0.250
r 0.225

- 0.200
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[mm]

0.75 m/s
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THICKNESS
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I 0.325
0.300
r0.275
- 0.250
- 0.225

0.011 0.015 0.020

- 0.200
- 0.175 ’ e —

0.150
I 0.125
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[mm]

1.00 m/s
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THICKNESS

[ 0.350
0.325

r 0.300

r0.275

r 0.250

- 0.225

r 0.200

r0.175
0.150

l 0.125
0.100

[mm]

1.25 m/s
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THICKNESS

0.350
I 0.325
- 0.300

r0.275
r 0.250
r 0.225
r 0.200
r0.175
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IO.IZS
0.100

[mm]

1.50 m/s
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l@AYDINIENIAINTL 0.25 1. IngANNAUIRUTiaagaanilA1UTEaNn 8.52 MPa

Equivalent Stress
Type: Equivalent {von-Mises) Stress
Unit: MPa

8.5237 Max
7.5766

6.1181e-11 Min
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