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YOD-RAK REESING : INFLUENCE OF FRICTION AND RAM SPEED ON HARDNESS IN
COLD FORGING OF S20C USING FINITE ELEMENT ANALYSIS. ADVISOR : DR.DON
KAEWDOOK, 84 PP.

This study aims to investigate the effects of the friction coefficient and punch
velocity on the hardness of S20C steel after cold forging using the finite element method
(FEM) through Simufact Forming software. The analysis considers five levels of friction
coefficients: 0.02, 0.04, 0.06, 0.08, and 0.10, and three punch velocities: 200, 220, and
240 mm/s. The forging process utilizes a three-step die setup, including a preform die, a
forming die for the final shape, and a trimming die. The simulation results reveal that
high punch velocities lead to faster material flow, which can cause uneven stress
distribution within the workpiece and increase localized temperatures in areas with high
friction. This results in reduced hardness in specific regions. In contrast, lower punch
velocities improve stress distribution and promote strain hardening, resulting in more
uniform hardness. High friction coefficients restrict material flow, particularly at the die-
workpiece interface, while low friction coefficients facilitate smoother material flow and
reduce localized compressive stress, leading to more consistent hardness distribution.
Balancing punch velocity and friction coefficient is critical for achieving optimal and
uniform hardness while minimizing excessive temperatures and die damage during
production. At a friction coefficient of 0.04 and a punch velocity of 220 mm/s, the
simulation identified optimal conditions for temperature, stress distribution, material
flow, and applied force, which correlate with increased workpiece hardness, as
confirmed by experimental results. This study provides significant recoonmendations for
optimizing cold forging conditions to achieve uniform hardness, enhance material flow,

and reduce defects, thereby improving product quality and extending tool life.
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Taranan waviiuanudulalununmuesdndioe

v
=

154 doiausuiuzgdmsunsiaminszuiunsmuingldulugpamnssuiieiiiy

AANHARSUTILATANIUY UNIHERDE T Y



1.6 LNUULAZIZYZIIAIALEUNNS

A5 1.1 LHUNULAESEELIaTluAIALENY

W.A. 2566 W.A. 2567 W.A. 2568
7 10 | 11 | 12 1 2 3 4 5 6 7 8 9 10 | 11 | 12 1 2

JUABUNITANTUIU

aw o a v

1. ﬁﬂquwﬁuazmumwLﬂ&rrum

2. NndauIvalAsIs1Ine dnus

3. 9ENWUUSEUYUITITY

4. 1mpamsPugUmelusunsy Simufact

Forming

5. UAUFUILIUAT

6. WATIFIAHANITNARDS

1. aﬁ;Uwamswmaamawﬁamual,t,us

8. gpudpanulasesngIneinus

8. dmviIneinusuaztiiauenuy sy

31015




uni 2

L

e uaruIFeNNgIVa

Weomluunilyniiausn1sinszinanss UYL sLaunULAZAULEITINARE
I Y = [ < = v o o = a dda w
PLTsRLU UL UBuIINWAN S20C FwasnduanuiilalunguuasuuiAniliieides

funszuunsnuiugldunazaauautivesian lnewmeladeninanenisdsuwlaves

ANALURATUN WU WSAAEATIUY NINTELAILATEN Uaraaumnil Wena Nt MUY

Y

6 v 6

MU ILaUAYUNTORNKUUNTEUIUNISHAENTIATIERAT NS NaanRR e U miiNg

Y9I UDE9LUTEANT NN

2.1 vdnmsmauiuguiBuussviguiiug

nsUIMIYUTLgUEU (Cold Forging) WHuntidlunssuumadeiiddalugnarmnssy
n15udn Bedeen1sUsEAvEnngaasFuyus nszuaunstiendevdnnisiudsuguwanadin
(Plastic Deformation) vaslanzneliussnafigs Inelsidesldnnusou vilitienuddglu
yanedif TeduasugRa Imnssy uardaundon mayutusUisusInaTeiliandanm
uiaussge ilesannszurumsidnmsifiuanuvuiuiuvedlasiaiawdnuaznsusuiuaey
AuATRveYYan MIUTUTURIBUsING (mpact Forging) fngufivansessiianansninulily

[y

nMsesUENsTUINSHasNa WS TAeAU InanmngTuwisuves warnansvesdan (Material Dynamics)
uaznarnansn1suan (Manufacturing Mechanics) &aunsauwuseantansil [10]
1. msluavesdan (Material Flow Theory) umguiiugiuildlunisesuienis
4 = a 1Y) v = =
wAeuTLaEMIUABULUaUNSIvesTan el s INarEawsInssunn lun seuIuNM T UYLy
o itielidilaimdndueiasiinnisivdavsewdeusUludnvaglafognnaldaluly
la ¢ o 1 | Ny N a2 % = |
Wil fireghaiu mslvavedlaveniouvseduneliusinagdunssuiunisuguiuusige
IngnguijiansaesuismnsyeiivesianfiinasennauRgangvemaninm ngunig
Ivananafin (Plastic Flow Theory) aaunenisivavesianneldusanauasnisiinnisduda &
Annnmaasunlaswedasaiasianananimiiavduludannnatafinvsensgy (Plastic
Deformation) Ingazifendaaiungues n1snszatensanielu wazhsswuiingsyin lusgninens

NUAUFU



a & Al a &
2. NQufusNTEUNN (Impact Theory) Wunguifldlunmsesuienseuiumvmuiu
JURBLTINTENN (Impact Forging) InedinanmsnindleTanlasulsnssunanndeuvieiniadle

P = PN 1 < [ a Ql' [ a a (%
Madeunag19sIng) Janazianiswasusdadudnuagnsivavemaiafinuaziianisusu
sunsaiilianunsanduAuliing nguflanusaeduienisdsuwlasanualunisnszunn
(Impact Velocity) Waznansznusion1siinn1s0usn (Compression) Wazn138a (stretching) U3
Tannsnsvanewa s (Energy Distribution) Tunssuinmsvualeusnssnnasiiansiudsuwlad
YDINFNUAINNEUIaY (Kinetic Energy) MHNINNSIATOUTIVRIADUVTOIATEINONU gn1T

[ I =l (% A a = (% 1 A a (% qy 1

wlamasnudunsdvdansenistndouianluy1iiannssunn n1snseatendauilyle

gaunefansinnsiudavesiannielusium [11], [12], [13]

AUNSWIAABANIY (Friction Force)
Fr= - = (1)

W duUszdnsusadunniy
n

Fooowseun

Aun1skssun® (Normal Force)

p
Fno=— 2)
A
P LSINAYISUUA
A - Suiiduda
AUN9LL59nH (Ram Force)
F,.=0"-A (3)

O : ANULAY



3. MswdsunUadlassasandn (Grain Structure Theory) TanlAsUNITNUAIELTINA

IR TINTEUNN tassas1ednvesianasiamaudsuiuas Fedwasionaaudfiniang wu ey
1 = de’l’ 1 Y = t:l' [y v a = [ J
Wl ssaranuuiled nguflagyatunnisfinyiigiiunisdniteaemantuian lusevning
é’ a = U A L% = 1 [ wa

nsruIuNsugy mafanistudavsensnszatedivewan asiglumsuiuussnaaudfinig
navesian 1w N1siuANLTILSS (Strengthening) W3anstiiuAMWled (Toughness) Tu
MsnuTugUiu (Cold Forging) 130N151UMMEsINTEIN (IMpact Forging) nMawian1sdudn
Tusgauluanansenanazyiliinnsiasuuladulassasnawesian Wy nsasawdandni
(Recrystallization) TivaesinemLduNTwosTan Faazduiusiunguinismunulasiasewdn
ludan (Grain Refinement) watiuauURvosian [14], [15], [16]

aunsnsas L (Phase Transformation)
X=1-e (4)

X dnsndiuveaanUdsuluas (Fraction of Phase Transformation)

[

k : AneeinvusgiuldaatasnszuIuns (Rate Constant)

U 9

t a1 (Time)

4. mianegleumuiou (Heat Transfer Theory) M15uAUgUeIAgItasiunIs

=

wWasuwUaseamgiivesian Tazdwmasenginssuvesianmeldnisu gamglingmiaiuas

q

finasonsinavesianuaranuazvein1sdudn wu Tunssuiunmsyulugddu (Cold Forging)
anfignnuazedlugamagling Faiiliianiianuudaunsuazimumunisivalduniungud

Y 9 Y

3

m3anelounluieu afuneimsiasuiuaumniiluseninanisnseinusnAvsaNsEINNYes

'
% = a 1 L%

Tan Failnasienuaudivesianiiintulunszuiunisil neaniglunsannssuiunsmuiugy

a Y W A i a Aa °
Wentosiulavendanulisegamnll wu laneiiliyeviaoumas [17]

qunININSENegnNi (Heat Transfer)

or - aVT (5)
Ot

T : guuqll

o MsdauTouanzan



5. ANULAULAZNNSAUYBITAR (Stress and Strain Theory) NgufANAALLAZNNSAY
(Stress-Strain  Theory)  ldlunnseSurenisnseviniinduluseninanssuiunsmuiuguidu
Ingmzluiivasnsufsuwlaasiu (Stress) kagnstavsatduda (Strain) vasdan vguiil
e ugimnuansavesTanlumsumuusinakaznsgavsedudaluseninmisu
Tz sargUs e nELTRNaTesTan davingaumIAuAL-MIER (StressStrain Equation)
328 lunSAWINAENNY WL AnuAuTianansosuldneuniasiansdemy wsenistn

[ ~ d’( Aa A v (Y] g I3
vorianannsanulalunseuiummuiugy nouineitesiu Msnuiugudu waen1sny
49! v & d’f o o a ! a a -dy ' a '
Fuzumeusing LunugdAgluniseSuienalnsne MRaduluseninanisuda wu nslva
Yae7aR, MINTFAILNAINUINNTNTEWNN, NMsidsulUadias@ainewmdn, waznsaglouay
1% v a ! le"l v [ (% a v 1 IS a a
Fou nsiilanguwianivisliausaiannuasySuusnssuiunswinliegilussavzam
Twian1seankuUAsaslowasNITUIUMSKARTIMN wauiuTanldau (18], [19], [20]

AUN1TANULAY (Stress)

p
C=— (6)
A
P LSINAYINUUA
A - Suiiduda
AUNITANUATEA (Strain)
LO
€ =ln(—) (7)
L

L AuenIsuAY

Lo : ANUETIMAINSIFYY
AunsHksaiunely (Internal Resistance)

R= k-€ (8)



k @ Aauudevesia

n I a
€ ANAINULATER

aun159m51N191de5U (Strain Rate)

€ : 8m51M191de5U (Strain Rate)
€ : ANUATYA (Strain)

t a1 (Time)

dUNSLLSa Z (Z-Force)

'
[

k : AR

AUNTTAMUWTS (Hardness)

H : A3d9 (Hardness)

'
[

© W59NNSEYN (Force)

[
[

A : Wufiduia (Contact Area)

aun1sinavesian (Material Flow)

Vi

de
dt

Q
A

©)

(10)

(11)

(12)



Vo A 5wesnsiuavesian (Material Flow Velocity)

[

Q : dnsnsinavesian (Flow Rate)
A

Y

. NUNNTNAR (Cross-Sectional Area)

£
=

wsaunsaildlun1snuluguiy (Press Machine)

& = [ =

wseansanldlun1snulugulu (Press Machine) 1Wupsesdnsniunumédrdnlu
nszuiunskandudlane lneenzlugaaivnssuemueuduasdidnnselind n1snulugudu
& =g v PN A ay o -y Ao )
JunssuunmsildusineaddunsieusUlavenaamaiivies Faiglladununiiauuiug

= a
FILAZUANNINA

USZATU0 A3 UNTA

Lﬂ'%"aqstaﬁiﬁi’fluﬂ’]mU%{u'gmﬁumwmLL‘u'qaaﬂL‘T;Juﬁmwmﬂmmmé’ﬂwmzmsﬁmu
wazn1slgay 1w

1. ipFeansawuunabn (Mechanical Press) Inaln@analunsasiausena danuss
FauazNNTdMTUNMINART1UIUNN

2. dpansawuulansedn (Hydraulic Press) Iussiuisiulanseanlunisasnauss
nA dANUEavEUAMAZAINTaUTULSINALARNLABINTS

3. inFeamsauuUwesh (Senvo Press) THusimesiweshilunsmusunisiadeud i

AUkiuauaraninsamuaNmMIInuliegsauien

2.2 Tadeiidinasianszusumsyuiugudu

a

N3EUINIMUTUFUEU (Cold Forging) lunsyunuinstusUlaveiisdumsigamgl

Y
viewelnalaes lagenfeusinaguiieviiliiagiianmsudeusunanasin Jadesneq Ndwmasie
Uss@vBnmuaeAnnmuaenssuiunsiansauuseeniduvanesing Al

1. usadganiu (Friction)

(Y I

wsadgAnIUsER ISl Taninalaenssanisivavedlans
wsadeanugs : vilndag lvalaenn WansinauazauAIeaanzyn eanali
\Andaunnses 1wy seesvisensivalyiauysal
= o ' %Y va X v ' o a
wsadeamue : Hreliianlvalafdu aausiideddlunsyuiums uwivnnaiuly

2 TanvanNU L
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nsAuAl : Msldasvdeduiivangal Wy Msndeuneannlazay visonsld
ansvaiuluUdLU ansaanusadeamuiaziiuUsydnsanlunistugula
2. AMUSwesINg (Punch Velocity)

a

m’mL%amaﬂﬁaﬂmdqmaﬁiamiﬂmwamwmﬂ%mazqmmu:

AVINEIES : Wngamailunszuaunsanusadeaulazmsdesunanatin 819
danalinnundsanadluunausing

= 6 a ci 1 6 1 Py ydc’{ 1

AN : anlonanisnsneauAseailiaiate Yeliianlualanau uwe
AOILANUINBIATMINTEUIUNNTALT LU

M3AuAY : MIUFuarusimnzauazyelinszuIunsiivssansnnuazan
YDUNNI D

3. ANANURYDIIAnA (Material Properties)

9 9

'
[ =

Tanldlunseuiunisdedinaaudfmungay:
Auannselunstugy (Formability) : Yansosiiranumdeifivenva wa
ansnsanusiausinalalaglaiwaniin
nawdsaiiuia : mandeunoamnriesuseutasanusndoaruLaz i
annsnlunsiugy
madontan : WU wiln S20C  winzdwiumanuiugidumsedamumien
WAZVILVNUABULSING
4. gaungil (Temperature)
wiHnssuiumsmuiusuiBuasinfigunglivies uienudoufiietunnusnden
MuLazMIdugULnane Tan;
gunfigety : anAeundausmestanuasuseildlunszuiums utainsodma
Tfaruudeanadluuneiiui
MIAIUAN : MIDBNLULIAITIUAL S ULTT IR pUTRTwmUANgaIM Ty
NIPUINT
5. ASORNLUULLIANN (Die Design)
wlfsifioanuuuegnauminzautisanLIdEa N LuLAS LA YD IT LI
sUNTIUsIis : mseenuuuliian valdeg1euiu anmsazaunnseieaannzgn
AVIUMTIL TV : wiiuifemuusowsINegslunsEUIUNT

msldan | wifiaiivinTanuiauss wu wmannduesesde (Tool Steel) wise

Astud Yaetinengnisldau



6.

YDUNNID :

11

ANsvaeay (Lubrication)

[y

mMsvdenansvaedufiungauiiunumddy
anusudEnTUITTTILRLTaY Uy
tJosiunsannsevesuuium
Hglvinszurunsivavesiandulusgesmiu
LLiﬂﬁié’ﬂumsﬁugﬂ (Forging Force)

wseillunseuiumstugudeaiissnenvgyiniiandesy wildundulyawina

~ a oY 1a o
waunnAulUNvI i LRL WL Eevne
AMIANIUBIITILNZALHIUNTINGDY FEM 28 iUANULI U 1asanToRaNan

UademantidniinalaenswienunnuazUssdnsnmeussnszuiunsnuingudu

nmunnladesineg egammnzan W msldusadenmusin pusianafivingay n1seeniuy

WHLNTR waznsldTanviangan wdIuiAMNNINYBITUNY antaunnsed kasUSul

NSEUIUNMIHARINUSEANS A Esan

2.3 nszuaumsuan Coupler wazmsinluldau

Coupler \Uutududaninltlunulasede naenglununeaiimaesnsdouse

=3 Y Y v % ! 1 [y 1% 1 = a a
AU IVOVANEUYBRBY (deformed bars) Tenunsodouswazsumselnegndiussdnsnm

msld Coupler fsuandluguin 2.1 Hrwanmsldmdndusauiuaudilu duanudaneulu

AM59RNWUUTIATIAS I WATARTRUNNTBINLANAINNSTDUANIALATS

‘
Tk =
\ i
]
=

JUM 2.1 NS¥UIUNIIHER Mechanical Coupler
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N38UUNSHEAS Coupler

Manan Coupler fiTumaunddyelrlavuduninuauiAinanaguazaiiaue
Usznausig
1) Jupeunuiuguiu (Cold Forging)
unszumsmdnildlunistugy Coupler lildgusamudisiaans nssuiuns
tanfiunisiaglduifinriuazusinaasigamgiivies Janilddmsu Coupler sindumanndn
ANSUOUVEBWANNAMANTTIANLT WSIE NI UTUFUBUTIBIANLLD IS WD TaAR Y
< < . v g:’/ o % [ a
N2UMMTYULTUUUNUEL (Work Hardening) wieuviavinlvlassainsganiavesianiininy

anawe Asuanslugun 2.2

U7 2.2 nsvuAugU8u Mechanical Coupler

2) Mmsanugiagyinngdellu (Boring and Threading)
mé’qmm%ugﬂuﬁ’s Coupler azgnihluafugmuvuaiivanzas WewIeudmsu
myvindennelu (ntemal Threading) fsfiuandluguil 2.3 Fudutumeuddylunisade
Coupler flanunsadnfnfumaniduiesosifesnaiuas indnrfignasredufesdaruusiuggs

\alianansaaneussleg ey saluuy
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JUN 2.3 nszuumsvinngeslu (Taping) Fuausigiugu

3) msiluldeuves Coupler
Coupler gnihwldlunulassasiidosnsiiivmiuenvoandnidutodon gy
sureai1siings azwiu uazideu e Coupler  Yimihil@ousewmandudodosanadudn
ey ﬁqﬁLLamﬂugﬂﬁ 2.4 FewderousAnTuSEIINaNSTF L 19y USSR (Compression),

LS9R4 (Tension) wazwsHReu (Shear)

'g'dﬁ 2.4 M51U9UU9 Mechanical Coupler
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N5k Coupler d9d Ap

Wiumugmveandndulsmuaudenis | Tnglideddndndurunaeiiuly

anrudutauesnsinsdluleso  vinldnsdeudewmdnidulustesnguasd
Usgdnsnm

antanmsdeundninenss : semiliAedounnies wu seedrmemuudauss
lslaniueue

o

AALURF1ALYY8Y Coupler
Aay o

Coupler 7IARADINAMULDIILIIGS NUADUTIRMAZLIINALAR Taudalliauaunsaly
NINTANYWIBY AL LALDNADATUU bNDT BINUNITALUMAIDILATIES 1MlUS EZe NTEUIU

IS 1

a 42” I3 1% [ a = & Y o w
msndandamunin Wu MIuiugdidu nsalg wazmsviundedluy JaduiladAglunis

q

@319 Coupler lauasgrumassaulangnsldnulunulasiasilaegdivsedvann

2.4 malulagnisinaasnszurumsnelnludedwun

nsuAsllusiediuud (Finite Element Method, FEM) umalianiadamansuas
Ymnssudldlunsudtammi@nduwarimnssuiidudon Tnenisuuymesnidudugen
3o “wlund” Semnsiensiseedinnldietu gminnldlunsiesuar e
WeANITUVRLATIAT AL IEUUANE) WU MFATIRRANULAULaEAURTERlLTan N15lug

99w0alua LarN1SaEmMANNSIU

aunivaueaiss (Equilibrium Equation)

& g v o ) a ¢ v a
ammiwugﬁ‘lﬂu FEM ‘VIEL“U?HVITUM??Lﬂiﬁz‘wmmLﬂuLLazmmmiam :
keu=F (13)

K : lvsnganunds (Stiffness Matrix)
U AMBSNNTNTEIR (Displacement Vector)
F @ namesksanieuan (External Force Vector)

aunsildlunisiwunisnsgdnvesiannieliwssnalunszuiunisnuiuguidy
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ﬂgﬁuaﬂqﬂﬁ (Hooke's Law)

WARIANUAUNUETEMIANUATER (€) UAzANIAY (O) dmsuTanliaduganeuy :
C=C¢ (14)

G : WYIsNGAULAY (Stress Tensor)

€ : WvIngAUATEN (Strain Tensor)

C : Luw%ﬂﬁﬂ’gmﬁmweju (Elasticity Matrix)

aun13N1sidegUnanadin (Plastic Deformation Equation)

[

a = a % Y = p =
WMSVIAANNIUNSFSFUNAERN ANAY (O) uazaninsdegl (€7 ) UAIl

c=Cc- " (15)

K 1 A1ANaLdeusavaedan (Strength Coefficient)
€”: AmnuATEANaa@Rn (Plastic Strain)
n @ ewdnisguuds (Strain Hardening Exponent)

allﬂ?iﬁiﬂﬂﬂ?iaLﬂi’]%ﬁﬂ’]’ﬁﬂ’i%’ﬂ’]EJF]'J']JJLﬂ%‘ﬁl(ﬂLLﬁ%ﬂ'J'IJJLL%QGUEN%u\‘ﬁu

A1N15ANUSUNNNNNNNSLEESU (Thermal Effect of Deformation)

nsiiinduvesgaumniitunszuiunstuuluannsafnalaanaunisndsan

AMUSOU

B-w

AT = Lidihdd (16)
p-C,

a

AT : mswdsuudasvasgumgll

Y

v 1 [ = = < 1%
: dedruvssnasnuds uNLUasduauTou

=

W wiifinainnside sy (Deformation Work)
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P AVUMUILLLYELIER (Material Density)

C, : AANNTaUTINITYRLIan (Specific Heat Capacity)

AuN3hsudANIY (Friction Equation)

wsadeaynuszrdtswifuivasiunulunssuiumstugliues unesgaunisaaouy

(Coulomb Friction)
T, =L G (17)

- AUAULEEAIU (Friction Stress)
Lo enduuseansusadaaniu (Coefficient of Friction)
O : anuruRIan (Normal Stress)

n

aunstilflumslieneiusadesmusasnansenusensiviavestan

Tunssuaumstuguifu dosinsanaudusazmumeioauuulidadudmivtan
wanaRnnTiaseiseslnludioduns (Finite Element Method, FEM) Usenaudadunon
nane) il

1) m3fmuailayn (Problem Definition) svylapmitdesmsiieset wu msdnsgi
anuidulilassad viiomstemeudeuluianuasimnveuavediauuasSeulvweuin
AAendos

2) MIAFNLUUIRDIMNAIUIARH (Geometric Modeling)d3 19 UUT eI UIALIS
yadlanavitesyuuidoinsiesey ngldwevlduag CAD vievevidusianzyng

3) nmsuslawi (Discretization) eeniluedusdons Mideusofufigalun ns
wialnwuildelfannsainseitamidudould et

4) nenmuailsngunsUszanal (Interpolation Functions) Amuailsigiunsuszana
vi3oflefituzuss (Shape Functions) dwiuledmudusiazs ilellunsuszanaanduds
An9e neluediuug

5) Msasaun1stediang (Element Equations) a¥1saunisfioSunemgfnssuvedie
duudwsiaza lngliviannisneil@nd wu nguesgn (Hooke's Law) viseaunisnisiianusou

(Heat Conduction Equation)
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6) N5UTENIUALNITIZUU (Assembly of System Equations) SI@NNISLORIIUA
NIRUALT IS AN DA NENNITVDITZUUTIINLA 1A8ATTINATINUATINAY
7) msnviuaReulaveuln Boundary Conditions) AvuaReulwveuwnlaztouly
Sududmsulymidemsiiaseyt Wy mItmuakssinssimsen1sirungumiinveun
voslalu
8) MsuAaunT (Solution of Equations) WaNn1sv0sszuUNlnaINMIUsznauaums
Ay lagltisn1smeatlaeans 1wy 35115A190N7d (Gaussian  Elimination) #5075n13
119 (Iterative Methods)
9) AMTUATIERHAANS (Post-Processing)  IATIEVUATUAAIHAANSALARINAITUA
AUN1T LU NMTUEAINITNTEIR ANUAU YRR HlulaUNABINTIATIERRTIvER LAY
UsgllunaansiaUSuU N300l uunsaN SEUIUNSHEN
10) MInTINERULaYEUTUNATNS (Verification and Validation) ns39g@UAIINgN
v Y] ~ a Y o v & aa A A o oA A
RovBmaANSlneMIUTUTBUAUToYaNAaRwTaNaa NEINTENTBUY Budurnuiteis
° v eaw v & &z Ao o a ¢y aal ¢
YoanuUIaRaznaansle Junewmartilunszuiunsndfglunmsieszimeidinludie
a (3 d! 1 v 13 a aa a‘d‘w 4 2 1 = a a
Auue Fengliaunsanidgmdmnsmlasidndndudoulaegnsiiusydnsam

o w

UafLkazUaa1nnYad FEM (Advantaces and Limitations of FEM)

1) Anausiugngs (High Accuracy) FEM annsalvinadwsiiiaruuwiuggduns
emeidamiidutou Tnsnnudleloduusififaundnuassuauann

2) avugavgulunisldau Flexibiity) FEM anusaldlumslessvideymvainvany
Uslay 1wy MTlATERddlasiEing mylaTzianusou uaznianzinsiaveweslva

3) Msdmeanginssududou (Simulation of Complex Behaviour) FEM @nansn
Sraemofnsandutouesianuarlnseiuly Wy msAeusUitliBadu (Nonlinear Deformation)
wazn1sumNIin (Fracture)

4) myUszgnaldlunanganun (Multidisciplinary Applications) FEM gnuunldlu
VaeauIY 1 Senssaesedna dmnssles Iennssulih wagdmnssuetniaeu

5) MsaasuuuazlIa (Cost and Time Reduction) N3ty FEM lumsliasieviuag
onuuUTwanfuyuLasnalflumveageuLarUTuUTHAn e 1osnannsndaeuay

NeaaUlUADLNIABS P NOUNITNANTS
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993111998935 b lusedwuus (Limitations of FEM)

1) Aanugugaulunisainauuudnass (Complexity in Modelling) MIas19luUT a3
FEM ﬁm%"u{‘]igmﬁ%’ueﬁauawﬁaﬂ%nmLLazmm%wzmgqq Tngamglunsinuadeuly
VOULURLAZNTLUALALIY

2) Mskininensaeuiamesgs (Hish Computational Resources) M53AT1EY FEM
dmiulamuunnlngvisedudeudedldnneinsaouiimesas wu viheanudwaziianty
MsUszaang

3) anulwonisuuslamu (Sensitivity to Mesh Quality) wadwsues FEM 812iiaanu
liienmunmwesnsutslamu (Mesh Quality) nsuslasmndilivsnzaneiasilyinadnsll
waluen

a) dosrelumsieseitymiild@adu (Nonlinear Problems) msiasnewitlymm
flsiBadu Wy nmawdsusuilvgusensunniin enadeddisnsmeadineansfidudounay
nanlumsUssananaunnty

5) AnuINtuNIRTIIERULaEBUSUNaaNS (Difficulty in Verification and Validation)
mseaseUNAzEuSuad NS Yo FEM enaiduFesenn lesndeaBsudisuiuieyanaaenie
NaENSNIT TP

nsdladeruardositavesislludiedusdardieliaunsaidenldisilaess

wingaulaziiuseansnmlunisunleymmaiemnssy

wuRluslusuenvad FEM (Future Trends of FEM)

Selludioduns (Finite Element Method, FEM) fdsiannetssaiiouiionsuauss
semudesmsiitulunaneauin il e luounanues FEM Ussnaudng

1) nmslfimelulaBnissiaesiugs (Advanced Simulation Technology) mswam
wAllaB s aesfifauuusguavannsaemgAnssufidudeuldinnty wu nisdans
mausniiniarnaAsusuitlidadu milfivaluladnissnestugeasaslfaunsoinsei
uazoonuuulasai ey sTUUdUteuleg1sdusyavaam

2) miuusmfmfﬁﬁ’uu/miuiaﬁ Al ez Machine Leaming (Integration with Al and Machine
Learning) nsunwmalulag Uayeyruseaug (Al) LLazﬂm'%sJuisumm%'m (Machine Learning) sl
lumslesegiiazyTulanseuiuns FEM wu msly Al lumsasiwuudnasuasnsiiung

noRnsIUvadlAseEse MsysanMsiiazisiunnuiiuguazanalunTin e
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3) mMsnaLImAlulagnIsAIwIaUUILIY (Parallel Computing) Mslamalulad
NSAIRULTL LAY MIUTZUIaNARUUNZ28 (Distributed Computing) iiefiasyavSam
Tunsunaunis FEM  d@usulamuunalvglasdudou MsanuluutuIuaztisanially
MsUsEIANALAZRNA LA TALUN TR0

4) mstgmalulagnisiauiaadia (3D Printing Technology) mMstamalulagnisiam
anufiflunsadrswuuiasuasnsvaaeulssasaiidudon nsiunaudfveliaansoadna
Furuimududeunaznaaeunginssuvedasaildosurnduasisug,

5) nMaianNmALEE NMIITIIEE UL AT IZNEANS (Post-processing and Visualization
Technology) msﬂ’@umLwﬂiuiaﬁmimmaauuaﬁmeﬁmaé’wéﬁﬁmmmmmqa Wy Asle
wiAlUlaE NMIUEAINALUULEN WA (Virtual Reality) ez suansNaluuLalowdsa (Augmented
Reality) Wilotaglunsineiuazuaninadnsaasn sz FEM

6) meanmalulagMsungesnuidanennsal (Predictive Maintenance Technology)
nsldmalulagnisingesnui@smensallumsnsnaeunasdesiunsidemevedaswasiauwas
seuu Mthysnwidmensaitelansamansaiuasdestuligymioaietuldame

7) manawaluladMnseidaiadidnd (Multiphysics Analysis Technology)
mswawinelulamaleseidaladfdndfiaunseiemeilagmiiesdestunarefiand
WiouAY WU MTIATIERNIsaemANSoulazMsinareediia NMTIAsEAdaRNEnd
Frglanunsaudtarfidudeuldegnediusednsnm
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M. Szala et al. [1] l§FnwiReniulassadigamanasanundeesiudimndn a2cr
Mod Trimumstuguibu TagldSanmaninin 42CcMod suAdeldmasmbutmtumeliladng

gnvugUuazn1snetugy tnenoun1stugUinnuazgneuiieMlannuulenseiu 1819 HVO.3

[

NntuliMTngiesduszneudnia (FEM) tileszyiiunfianununasanuesengs uagld

nNaewanssAiuas (LOM) uazndewansseididnnseuiuudensin (SEM) Tunsfinwqalasiasas

(% (%
1A a a 1

NAIENUINUNNTALUTIEIEADETIUTIUVOUUBNVDITUAIY FellruuTansesiu 2937
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V03 mtuglavefuiiianmudsimewin ussmnsaedmesrmeSsafidussAvs nm
avapluU3nnmeULenTasTua L

A. Baygut and O. Culha [2] "Lﬁﬁﬂ‘mmaﬂszwusum%umaumi;ﬁy’ugﬂﬁwiaﬂmamﬂ’ﬁ
gy neldnmameassuazmssasstanndnnduaslavenausingg wu mnndiasuey
uelavenaninin msideildmssneduiuandaeisesusznoud in (Finite Element Method)
NuBeNEWIs Simufact Forming iedassinsildsunlamesnnudunanadn, anud
oy uazusaililumstugy Tuegfuniseonuuuifiast nan1sidenuiriunounistugy
L?]uu,azmﬁaaﬂLLUULL@Jﬁmﬁﬁmasia@mamﬁ’ami%ugﬂ%ai’a@ WU AU aT N aTeT

[

Yan nsUfuUsdumeunstusUuarnsoenuuukifuiaansafiuUsyAvEnmuaz A0S
HANT0uLA

T, W. Ku [3] IdAnwinistuguidusuunaudmiumardy Tnewunsdnvmaiives
vesgUnsnedesielianmdnaiuou ASl 1035 Tiunsaiflesosduasnisouseu maifeil
T¥msdaeadsfiauuuuanuiii (3D Finite Element Simulations) tileAlAs1zsinanszmuves
ylvial (Shoulder Angles) fiwnnsinaiu (30°, 45° ua 60°) Ao MwarMUABUFUTBINAN T
TnedinslénmstusuiBunuunaniivssneudonsdatuguludnmih (Forward Extrusion) was
m38atugULuUNaN (Combined Extrusion) wan193demuinnisléyulva (Shoulder Angles) 7
wanganlumstugiBusuunauansavilinandudiannmenuidesnis Tnsylvafivengay
flanfio 45° dmiuisaon Fuaelimstusuifuduluogiivsrasnmuaslifideunmsos
Tumstugy

C. Coroas el al. [4] ldAnwmsairauuuiaesdsiuauiieviuneqalasiaiiauay
AnsautRnanavestudumineusudiishunisyuuds Wiudumineusudiiiunssuuds
msiteiluuusasudsinaniivsznoudeuuuiiasseuieuTanginguuuanmauay
wuraesynanauuuniianns TaeldiSesduszneuddn (FEM) wuudrassmmousanians
dewmaufeurnendilusmeananiitueg furuinvestiuiu aaandinisnisnwyes
yosmaildlumsyuuds wagmafiwosvesnszuiunsyuuds naddouvurasadafuani
fiannduannsoviuegalasaiauaranuuinedudumineueuiiiiunsguudddodng
wiugn Tnefmnueaaindoulugamgiiuazqalnseaineaningsiiniy 7.5% uag 12% audeu

E. Ceron el al. [5] IﬁﬁﬂmmswmaauLLiaL?istmuLLazmswdaﬁ'ﬂumsmumisﬁugﬂ
B Tneldnssntusuuuudoundudeviinvsunsanmsuas Sanwdnndmsveusitlifng

wealangdy MITeRltnsIAsIERTwiuay (FE Analysis) Wani1vuanIsnszanensans

LA DULAZ LUV AT TR AN DA AUALS IR IAUINNLSID AN IALR NaNTIFENUINNITNAEDU



21

Tidanunsnyhaneszuunavdeduiifiaadmiunistugiidu wu maedeuneamnuinay
way MoS2  waznandliitudsrnuadonusadonnudmsumsnnaansuousadilafinnsweu
Taveduildansvaedusingg 1wy mandouneainuinay maedeuleamnuin MoS2 ey
MsuaeALLUUTULARY PULS

T Mitek [6] FNWIHANSENUYRIMNLING EIU eIt UNURDNSNSE e U lnaly
niinvesdudumdniifiauasuuunauiikiunstuguiedeu maddeildnsiaads
Favserensias OFORM-2D §9demnaiizosrusenausiia (Finite Element Method, FEM)
D3RSI AN TENUYBITATINSNATUINUTLANA9RY (129990 1.5 B9 2.8) fon1snszaneves
dllvalumingnnuevestuny an P TenuinumIsUestuuiinatenisnszae
voudulnalunmtidnvesduauiitiansuuuisnay mnseidaUiouiiouvemadniyas
Tfanansofandeasuiieradulsleniiumsinssurumstiuldluanmundesgnamngsy
dmiutudrumaniifiyunssednedu

Y. P. Luh el al. [7] WAnunsudsmeananssnandlunssuiunistusuibulding

ATINANNYINMENNAIANSUBU NITITETLTN1TI1a0 AP LAULALNITNAADIITANDIATIZI

@ v -dy I3 v 3 § o a o Py o
miLLsuamsuaaLWmm@ﬂmﬂumzmumiwgﬂLau IngldronnuisInassTdemilauiioriiug

'
A A Ly o

A15NTEANYAMUAULALAMUASIALLLINAT WAZIINNITNAADWNDEUTUNANITINADY HANITIVY
wuINsTugUEui i nsinanslianuudainduegdideddny Inenisnszaeanuiu
KAYAMUAS AN AL T NANT A ULT WSk N UNIUR NS T Ul UaN IR R aUN ]
WSINTTUNNES

A. Watanabe el al. [8] lnfAnwmaziaukuuinassnnudemedawaulalansain
dievinenisuaninuuumdedlunseuiunistugudu Ingldgudiuman wu mananuay

aa aAv 9w ° a o Y ad ¢ o w L. .
wanndveu M9IellEnTINa0UTwaMeIs0IAUsENaUINNR (Finite Element Analysis,
FEA)  wavihuieniswansiniuumden Insldaunisivaiivanadumuiwesauuinssusuand
aunstgnvedeusENIRER LR suULUAeD wasldlunmsdaeudInase nansidy
PUINFUNS AL ANNITOVIN U EALAUINTITANIN LLLWAINA AL NN ATBULANRS bl ULNA N
vaulaogeuaiug YrvanduunIsesnkuukaziiuaLkiug lun1IIUIen1TLAnNAnty
X <

NIzUIUNITVUULEUY

T. W. Ku [9] le@nwnszuiunstuguiduaestunaudmsumarduififiuienisly
waziluilenss Ineldmannaiansuau AISI 1035 AN1uATaUsauLUUAESass 1udTedl

wenstugUduaesdunauiiuszneumen1sdatugUludrmdi (Forward Extrusion) waznns

[
v =

anTugUlUTavin-goundu (Forward-Backward Extrusion) n1seenuwuunssuiumslinisinass
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Baslarmeisesrusenausiin (Finite Element Method) iieUssiliuasmngas wazvi
MsvAaeRsafiolUSBUoUNEEWS NanISenuInsEuIuNsiansanaRmaTUATuies
melunagituilesmsdldmudeimuaiifonis uasuandiiiufsnsmununszuumsis

V. C. Nguyen el al. [10] ié’ﬁﬂmmiﬁwqamiaaﬂLLUULL@Jﬁmﬁﬁm%’umiﬁugﬂLﬁu
Tneldwoniduaisnass QForm 1uATeld3En TR ERdEiudu (AHP) Wiodenmsiiimes
mawmeluladfimsnzay mﬁwaw&aaﬂ%’wqagﬂmwaaLLﬁﬁuﬁLLazmzmumssﬁugULﬁaam

o w

YaunnseslunsirawazanuaulunuidAy nan1sIdenuinnsidgenanisinassaunse

a

weuarUTuUTInseenuuukiiiuilaeguiiusedninm annainseaniuukazUTuyss
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AruNIRIKER s Mt s Buldonadtddny

C. C Yang and C. H. Liu [11] iﬁﬁﬂmﬂizmumiﬁugﬂLﬁwaw%umauﬁm%’ums
wantlonusuusundiszne Taeldindnndrmsuousi AlSl 1010 nuideilldnmsdaonds
Fawuazmvanesidlumalieresinszuiunmstugdduidusey nssuiumsUsznaudg
mawiunarnsinauddmiunssntugudoundy, medatusubounduinunyauifiusi, n1s
neflugy, MasatugUeundurnuminidioud, uasnsane namsdemuinmstuguduindunou
aunsndfivanuudwedunuldfa 319 dedieufuiunuduiu nenssreeueieniisnends
Fuavaenndasiunmmadeumuudenss mstusuibunaetuneutiefiunrmudusves
Funuegaited iy

J. 0. Obiko el al. [12] I¥AnwmsusuussnszuumamuiugUineldmsdaonds
Fauwazdsmsnind (Taguchi method) aeldiwdn X20 Felluviovstelovilulssluitmdsnu
woada sniAfoilldvendinag Deform™ 3D tioshassnszuiumamuiuguarldniseonuuy
mimaamwmQ%mmzﬁ’uamwwwﬁma% (Three-Level, Three-Parameter Taguchi Design
of Experiment) o Lﬂiﬁzﬁwaﬂimwmqmwgﬁmnﬂﬁ g3y, PINLS IVBA AN, wazdnsvavis
usadeavnusienanYBIHART DT MIUATIE ANOVA griltifleszyrmuddquemniises
ﬁiamsmauauawmmmusﬁugﬂ NanTIdenuiIime sty auiigadmumsuiulse
AN WYBINARAuIA® gaMATinTAsuIUT 1,000°C, A vewifiusifl 20 mm/s, uag
fuszAvsusadoavuil 02 msdaesuduisivesvanzaumariviiliusiigean
anaNED 252.5:2.5 MPa fiflufindutnsesinednsiidsusidofieutudeuludusg

Y. T. Wang and S. Y. Hsia [13] l§fnwinisadrauuudraesiuneussdumstuguidu
dmsumanantuduBalitududaiiviinnlany sAfedldmssasadeiuauiesondug
SolidWorks (v2020) Way DEFORM-3D (v6.1) LﬁaﬁmwLLiﬁiuﬂﬁiﬁ'ﬁugULﬁuﬁm%’umimamﬁam

TR8N15918099D INURBULUNSHARDTI NMFIATIZIDIRBavT I IREUNTVINUNeLSIN T IUNS
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JugUldegnauiuguazUiulsnssdnsnmusnaiastuguiion naddenuitwuuiaeayiug
wsdhunmstugUduasaUTulsseuwiuglumsvhwnewssildlunisvugUlata 8-200% e

Y

Weuiunmshwewuuiiy MsIdelnglidndsaiusanivaunsdwesnmsninlanvuwag

[
=

thlugmasdndifiuszavamasd

G. Winiarski el al. [14] $@nnmslinsssiifsuamenssuiunmamuiuginnduiou
dmsumsrAntudiunaiidveunrieman 42CiMod fiinunseuseu sniAdeildeenduns
Deform 20/3D \itesaesnszurumsyuiugunndusou Seuszneudiensdntugusouay
iAo, mié’mﬁugmmmmmvﬁﬁm, LLazmiﬂmﬁ'ﬁugU mstaesitaglunsiianzauam
vosgUnsBunuLaENTITwesnsEUIuMs ufanasinsuaniniuumilsaves Cockeroft-
Latham  uazuseiflilunistiugy nan1s3denuinszuaunmsmuiugunnduneuiiiaueanns
nanFudunansiiivouldnuderimuatifesnis malinngideiauteannsossyiuii
fanufuiazanuaiongs deielunmsuiuusenssuiunsuazandounnsedlunisade

K. Laber and M. Knapinski [15] M@nuideulelunsuszananamesTuwanainiiie
fulseiunsndnmnmdnauningsdmiumstuguibu Tngldindnndrensuausi 20MnBa
nATeEldnsaadsiiardelusunsy FORGE 20110 uway QTSteel® LazNs31a0INg
onEneLA3es GLEEBLE 3800@ Wamsidewuingamaifivnzauveaaumaniounis
wasugUluudenmsin RSM Aeustanas 850°C uazdnsmshauduiiniigandsannssuiu
madsuguiie 10°¢/s  Seulumdrivielildnansusianveiifguausininauasng
walulad 77 sfdlesiairiganiafiazidonuazaiiame

T. Bulzak el al. [16] lfdnwnslinisdrasaideiawaznissraommsmenmiile
BufunszuiunsuiugBudmiuaenvsu Tagldanminnd EN 42CiMod uawegfidlen
Saany EN AW-6060 1ideiiBusiusenisiraeadsiauromnssuiumayuiugidulneld
9oW#ias DEFORM 3D anntuvimavnaeuluviesufoinslaglfiedestionn 1:2 uazian
Taeslueglifloudancy EN AW-6060 nan53denuimaenvyuaninsondnlaainvielaenis
yutugUiBu nsdaeadaiaauuasmsvadeumsmenmuandliiiuimnsfivesmasuiads
Guaa%uﬁauﬁnuﬁugﬂaamﬂé’mﬁmmmﬁfﬁﬁaaﬂm'ﬂ FEM LLagLL‘N‘ﬁI“ﬁUﬂWiﬂUﬁugﬂﬁﬂﬂaaUﬁﬂ

JPNUADAAARINULTIN P AINN1TINa00T90 ey IneldnsinanudeinavnieiSesnusenau

al

911in (Finite Element Simulation) Hie3iATEMNANTENUVBINTEUINMITUFUE UaRILUUNT]
aumstTugudesundusedeunnsadunmstuguuasnmsnszaneanuudduviontsuns wan1side

1 & < d‘ A ° U a ' (% A
WUIINTEUIUNTVUFULUU Type-l 1unszviumsiusnsaungadmsumsuanvioniaunaiil

ANES lngtuanauAIgafidiuivetaLazanlonansiinsesuan NMsmaaeseuduin
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AsEUINNS Typed  annsafimanuuddudiuivewioldidesannsiasusunaiain
dduiin

L. Tao el al. [17] ¥@nwilgariuluiinamnszuumssatuguduiiansaudmiy
vieyUasdaane A-286 laglimsdnaesesduszneudnia (FE) Wiodameyinansenuveanszuiu
nsshiugUasauuiifidiunssadounduredeunniedunstusuuasmanszaeanuudiy
YioRtaU1e HaNI3TReIUIINTEUIUMSIULT 1 (Type-) ilunsguiunmsivangasdmiuns
povALBIAIFBIIIUgaNN InsnudaunnsesiiAnannsiduliifnfiidiuaisesie
ez furesmduluduiesninszuiunswuui 2 (Type-l) dsenvantontanis
iAnsosusn manaassdufuandululfvesnssuiumsuuudl 1 Tnenuinanuudslugiu
vesiegetuiiomnmadsugunanainiduduiuludoui

P. M. Petkar el al. [18] l#@nwmginssumstusulunssuumayuiugUbureamdn
Alsl 1010 Tnelduuusrasanierieuszamiien (Arificial Neural Network, ANN) 11138614
wuUsaeuAeTeUstamiiieuuuuilanesisamanetu (Multi-Layered Feed Forward ANN)
WieilnTesinansenuvensdimesnsyuIuns Wy vuindads, snsnsan, yuviin, way
ANGRITIAY Giawqamiumisﬁugﬂ U endUATUsEAYE M, selen, SnsimnseTen,
uausoin TunssuaummuiugUuBuuuudeundudmiuman AlS 1010 wansAdewuimeinsm
mstugtfuldufstunumnedadauasdnnnsan lurnsfinsanyunianaraigeves
firuteanusaiin Sedmaliutadengnslinuenuniu nsldmssassesdussneudin
FAULUUTIEDY ANN HI8anAame1e 13U SHALINTEUILNS UMY U LLaE LAY

S. Y. Hsia [19] ¢@nwinsdrasaidsiiavvesnstenusuniiedllunszuiunissa
Juguuvuwesvlsamuiidmsulusindntoun Ingldogiidensanos Al6ost mAdeilis
p3fUsznoUd A (Finte Element Method) wiodinsesitlamiiatunnmssaiugUegdidon
aifaus Tnswduiimssatugunuuwesvleadniuingeiu nansidenuiinisteunenmtng
ansouitymnaangetiefidatusinnssieedd warnsufudsasfanidaeiingd
Prevanidssnsnoillainans mswisuifisuruanisiassiuruinnisesnuuutaely
sulalumsusiugn TnedeRnnanngsgavesunnegi 8.70% fivuim 092 1. wazteianans
9AAYDIVUINDU BETIUTZA +5%

P. M. Petkar el al. [20] éfnyisuiisunginssumstuguvesmdninsanie Tu
Mssauwuudeundu Taeldmdningm AISI 1010, 1018, uag 1045 suiaseilldiadede
Uszanniiien (ANN) uagdaneifsAfannnsiseyius (OF) WefnyinanssnusongAnssuns

FugUvesmraninsanng ngldmsdnastesdusznoudin (FE) waznseeniuunsmaaes (DoF)
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[
=

Tunowil 4 HTuUNAaBINISTHIUNTNUTUSUEUNTINTEUDN IdUNITUANENAY

49 fafuns wazANETd 78 Tadiuns fakandlugui 3.5

5U7 3.5 Junumaaes (Finish Part)

1%
=

] a o & A < [ v 1 = d{'
YUADUN 5 U'W“UUQ’TL«WIN’]u%’]ﬂﬂi%‘U’)uﬂ’ﬁVJ‘Uﬁﬂug‘ULfJuvL‘lJVl’m']iﬂ@LLUflﬂﬁx‘iE]@ﬂL‘W’E]

o 1 Y ' < [ & I3 [ d‘
%Wﬂ’]iﬁﬂm@’)ﬂﬂ’?ﬂ’;’mLL%QM@Qﬂi%U’JUﬂW?VJ‘U%UEULEJ‘LJ @QLLE‘?@QFLUEUVI 3.6

= & =i | = <
E'U‘Vl 3.6 TUNUNYNAALNBLATUNNAFDUAINULU

Fupuinsziruud ety

Tumiaseildiedesianuuds Rockwell Hardness Tester CV-600D é’]’aLLamﬂugﬂﬁ
3.8 Tnovinmsinauud dlunie HRB fdunouded

1. 13’1%‘14\‘1’1‘14‘171lkiWum’i‘VJUﬁugﬂmﬁ’]ﬂ’ﬁﬁﬂLLﬂQﬂ%QI@‘EJWiaaLﬁ@’QJJaQm’llﬁ/i‘m 8 Hadtkms

2. W3puftunuidauyhnswsouiadainlideulneldiasesdn deuinisin

ANAURDS Fauandluguil 3.7
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JUT 3.7 1a3adaRadununeuintnsinaauudawedueu (MP-2 Grinder Polisher)

3. Mvuagalumsianuudenowinisiamearanuudsnusundsiinivualy
4. WadliannTInANURTNETUMAIALLTITANTUNAINSZUIUNIT VT

sUBunlulSeuiisundamiensiniu

fpot

U7 3.8 \psoemaaaUANRdegY CV-600D

3.2 masiaasntuiugliudelusunsunoufinmes
mAfeFudlinmsseeselusunadSagUmAmnssade Smufact Forming Version
2022 lefmymginssmesiunussnszUMmUTLgUulitupsunsdiiium 3 Susou
Fafimawientunuluns Simulation Tunszuiunssiaesnisyuiugdureandn s20C Tng
4ensas Finite Element Analysis (FEA) #u Simufact Forming mswiesduanmududuney
ddnyiidasadommigniomeimsiiaesuazadng ez Tneiitumeumswsestiumm mssiaes

#8 Finite Element Method (FEM) ﬁ&ﬁLLaﬂﬂugﬂﬁ 39
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Start

!

Geometric model

v

Material model

>
Y
Workpipece and dies mesh

Y
Boundary condition

Temperature, contact, friction

v

Solve

Result analysis

End

o
LYY

JUN 3.9 ddutuneumsfimuaeulaiednaessignauiines (FEM)

[

JURBUNANVBY Finite Element Method (FEM)

1. Pre-Processing
TupunsENTaLAd MTUNTIATIEY FEM lneilisngazidendiail
a) MyasnlunanaEsuIAin (Geometry Modeling)

ARUATUT LAY IUINYBITUNULAS LURUN 13U N159DNLUULATIES19U89

&

[
=

Furilunsguaumeuiugiy
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b) NM3uuUdlATIuNe (Meshing)
wslurauesrusenauges (Elements) waglyium (Nodes) iieldlunsdiuim
meian Tnewafiasdenaslinadnsiuiug iy wildnalunmsiunasnnty
o) MsfvuAAMENURIER (Material Properties)
TEUAIAMUVILILLLY (Density), A1AuEaviEU (Elastic Modulus), A1AIakAL-
AMULASEANANARN (Stress-Strain Relationship) kagA1AIMLSaU (Thermal Properties)
d) msserveuwaLaziouluEudu (Boundary and Initial Conditions)
szydeulviAeados Wy ussiinseh, audwesiang, wazusadenmu
szvauifuinasduny
2. Processing
Fumeunsiuameiauiisiunsinegeniuas FEM
a) M3uiauNsauna (Equilibrium Equation)
garAITIAIENMIN9F e W 35 Newton-Raphson 158735 fterative witoud
AUNTAUNALLTS
b) MR ANTTUVDLIER:
AATEnnginTsuvesianluaniunisalangeg wu nside3u (Deformation),
ASNTELANUATEA (Stress), LLazmﬂmmaﬁaﬂ (Material Flow)
o) msanaNaluuliBadu (Nonlinear Analysis)
mzmumiﬂquﬁugﬂLﬁuﬁmfﬂmwuhiL%ué’u edpsmnaurfiasuudasly
UAAZYIIAT (Incremental Step)
3. Post-processing
FuneIATTLaL LA AN IINNT A0S
a) NMIUARINAANS (Visualization)
thiauedesariugunim usuiid (Contour Plot) i¥eustiuitu 19y msnsyane
fhvesarinaion My uasgamnilutuny
b) MTIATITATIEN
PITINEADUAIAIILPS EA-A AL 980, uSTinszvi, warMslravesian lunssuiu
misﬁugﬂ
Q) MIUTPUIUNEANS
LU‘%EJ‘UL%Umamiﬁi”lamﬁumiwmamﬁuﬁaﬂizLﬁummgﬂé’awmmiﬁi”lam

wazthlUuSulsanssuuns
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3.2.1_m3susunsalusunsy (Pre-Processing)

DONULUULLNLNLAZTUIIU (CAD Design) N1soonluutifunlusunaassil
THlusunsutigluniseeniuu Solid Work 2023 aduuuwuuaufifaniwinistuiindeyadu

Inldunsana (STEP) fefluandlugud 3.10

L |
‘TF

JUN 3.10 NMseonuuukifuiuazuu Solid Work

1. dhlaeaidnglusunsy (Create New Project) Sunulagn1saaniiyy “New
Project” luwauiasasile Astouazszyswmisndaanstuiinlusiand antulusunsuazde

MR REMTUNNTAAINITIIERY Aenbandluzun 3.11

B sirmitact Forming 20212 - 8 x

DA e- 584
New proyect

JUN 3.11 Whgnthsinelusunsu Simufact Forming
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2. MSEBNUSLANNTEUIUNS (Process Selection) L@aNUseLNnNIaINseUIU
a o J . [ A a [ [J aa
n3azaaes L Cold Forming Masanniaenufinuein1sdnasiuasn1s3nassuuaudia (3D)

wazidonsuitiyym (Solver) iuluy Finite Element (FE) fsiiuanslugui 3.12

[ S o 1022 - e e -
Fle Tochar Optmitaion Wedow bt Hels
DOB a- LR |FL-% @@ 1 |e
@ reject b Geomatries
A Acdtonal Y % Retrronce gromaetries.

ans e oot ot et

U7l 3.12 nifeinslsunsa Simufact Forming

3. MyasNaz LT UL (Geometry Creation or Import) UL
nARRsaya CAD Ndneuanwuy STEP Wadunugniidivieasnsduudlivinisea

Tinsaiuvnauagiumisndemsluwuuiness deiuanduun 3.13

[ [T S S — a

LaBe-vama CRgelm o E TR
©rawa B

Ly — - Mty e
- Bformingiel0 | F e ot ingemd.
= Fricton.
< Temperaturss
Pt - Mt v L
Breeeyin B st it ~®0-o0 s i-@-0
Rentn

SUT 3.13 YidFusannlg STep
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4. msfmiunan (Material Assignment) ienuagivuaaniagldlunsyuiuns
T804 lnganunsalnanteyaianangiudeyavedusunsumannainsuausi S20C (AISI1020)
TnediAnnandfsne wu lgdalangu pnuwduss wasnginssumamesiunanainazgnly

Tumseuanunlusunsuimuali daiiandugun 3.14

@ simufact Material 20232 = g x
File Extras Help
Materials
% 240f738
Jata recurd proparties Material Minimum temperature ['C]  Maximum temper, —
Haine Nolues % 15NiCri4 20 300 U
Material group Tool material v Q) 55NICrMoVe 20 300
Area of application Cold - | % ARMCO 20 300 2
Temperature [°C]  Nothing selected - | % ASP 20 300
Material condition Nothing selected .| |% 105w 20 300
Standards Nothing selected - | |% HMs60 20 300
Plasticity model  Nothing selected D Hss 20 300
Material properties Nothing selected D HsS-Fatigue 20 300
Import source NOIh!!\g selected m il 20 300
% K3833 20 300
Import date Nothing selected % ka4 20 300
% ko6 20 300
® M4 20 300
P Maraging_300 20 300
% Maraging_grade_250 20 300
% Rigid 20 300
P ve1m 20 300
B X155CrVMo12-1 20 300
% X16CrNiSi25-20 20 300
% x210cr12 20 300
P X2CNiIWTi16-13 20 300
% X37CrMoV5-1 20 300
% X40CrMoV5-1 20 300
% X54NICrMoW4 20 300
<
Brief description (hold Ctrl key to lock)

0K Cancel

JUN 3.14 msdendaguaiiuivaguiu

5. M3neenduUsEansusaduanIu (Friction Definition) WanAduusydntuse
deonamuainnisesniuun1snaaedlagsEyAsuAY 0.02, 0.04, 0.06, 0.08 uar 0.10 luAsau
WianansdamsdeavusewinBunuuazaioslenunsvaaesd s uns U UEY. Aiuand

Tugui 3.15
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BB C/Program Files/simufact/forming/2023.2/sfForming/MasterLibrary/Friction/bulk/cold/steel-cold-good.sf b4
Menu General
) Specification mode: Manual
Die wear Friction law - Combined
Coulomb Shear g Combined J Fum

Parameters

Coulomb friction;

Friction Coefficient () [0 - 0.5): Constant 0.03

Shear stress friction:

Interface friction factor (m) [0 - 1): Constant ~ 0.05

Brief description (hold Ctrl key to lock)

oK Cancel

JUT 3.15 MsmvuaausadeanIu

[ '
Y a

6. MINIAIANUTBU (Heat Object Definition) AIAQMYIITUAUVDITUIT

s
a 1

A4 A& qu a A4 A A = ° y) a Y !
LLagLﬂia\‘maisﬁqm‘lfiqucﬂaﬂmﬁﬂﬂm@V] 38 DAY A NUUARNUTLTANTNTAENANUTDUTENIN

Funuivanmwinaey aeiuandtuzun 3.16

& Die Temperature X G Workpiece Temperature X
Tnitial Bemperatur
. Initial temperature
Volue: 20.0 "
Value: 20.0 " v

Heat transfer

Coeffcient to emaronment: Constant 50.0 Wj{maK) Heat transfer

Coefficent to workpiece (HTC): Automatie Parnmetes, Coefficient to emvironment: Constant v 50.0 W/(m2K)

Lowest sllowed HTC value: 1000.0 Wj(ma'k) Emission coefficient ¢: Automatic v Surfece: medium

Emission cosffickent ¢ Automatic «  Surfoce: medium ~ Brief description (hold Ctrl key to lock)

Brief description (hold Ctrl ey to lock) Emission coefficent ¢ - surface (automatic) ﬁ']]

Select the surface property (smooth, medium, rust) of the geometry you want to
o attach this object to. 'i
wh 0|
5 :
oK Cancel |

JUN 3.16 NMsivungumiiveuliuiuasduu

7. MsinuANTSAIUANNIITUSYU (Forming Control Setup) MyuANSAIUAX
N3Tu3U ANASITEUATEINA (Press Velocity) useiild (Force) uagdavenaiaiioui (Stroke)
YouATeNle Wonlikuudnaeweadlalimsdulaiuiununmun iedesulilviiAnnmsnaiu

MlaifisUsvasd danuandlugun 3.17



| Menu

Plot
History

Press type: Crank press hd

crank radius (F): [ -
Rodlength (: |
Revoluton (Rev): [N Rem -

Brief description (hold Cirl key to lock)

&

JUN 3.17 NMIAIVANLIINA

Ech A
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8. M3a31391918 (Meshing) M15a319m1ne (Mesh) Aonsuustusiuesnidu

peAUsENaULoe WelilunsAun fsrrunvewmerUseneu (Element Size) lnguuafiian

alvinadnsazidentu uiarldatussananaunntu deiwandlugui 3.18

I ot formarg 2212 Frogect Pragt | [ e M PO Dot Sty Frogmct 1]

e x
e Noten Opteames Wedos (e e
AN B-YLRAPTL-SrPTdv PSR 33O IRt CSET RS
e = i Gonmrviey
A Assrorm v & =
M om0 O tome s B e
> e @ vpee.) .:u.:u % m — %
- 0 menpece v o e
W e F Materay
* e © oRoROu. . —
& Loy © oA En—-«n-
[ F P
* DRSS | * O § o wen -
. Tesagcs = bernen it
e € Temperstures
@ I.—-—“— z
* DRsRC a
A Artoant e o 28 °C
B formay
B o g e e
@
[eor— -
M o g i i s Q@
e e
T — i Gt =
. - e o «®0-00 " @9 a—

5U7l 3.18 Msfimun Mesh
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3.2.2_ n3suszunang (Processing)
PIABUNTHIALUUTIED (Model Check) mnaaummgﬂﬁawmmﬁ&y’q
Fnee) MLy m3fmuaan uaznsaienie weliilaiuuussemdeudimiu
ns3aes lenamsrmnednaiisuiesudaiiunissiaedidlasnmsndniy “Run Simulation”

A luNMITuNeUN1TINRRRSwalY dauandlugui 3.19

[ Mode check - 1002 V200 x

rm Deros(e) A wamings (8)
| FormingFe3D-5T1 | sescrpon

W Model check succossful. o mapm
‘Brief description (hoid Corf key to lock)

(oo

JUT 3.19 MINTINEBUANUYNABIVBINITAIAINBINNTIATIEN

UM 3UsEINara (Run the Simulation) ARNUa Start Analysis ULUAUIATOME
AUAN BN aensEUIun1stugy stuvtgliduiinlusandneusunsdnaes Wiadn Yes

WetuiinuaganiunsUsziianasiely Asiuandusun 3.20

i@ jIREoRErEs

[
=

JUT 3.20 Maaseinsyuaunsudugdululusunsy
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3.2.3 NAaW591NN1531884 (Post Processing)

FumpumIUsnaHaREE NSNS 8ee (Post-Processing) #aglusunsy Simufact
Forming ansnsaasulamudnsu SupoumsUszanananadng (Post-Processing)

- lUpHadNEN1991889 (Open Simulation Results) slenmssrasuateduudy
asnsadanadnsiflnenssudandniinssuumslussuisedusiandsierdniits “Animation”
doguadnsidunefudureinszuiunisiugy naguetiudunssiass (View Animation)

- yiwaeRwdunanimsUAsuwawesiunuuasieiesiossitnasuau
nsugU anansonatiay (Play) iegnisiedeulyitamn dlénuansangaviodoundy
msuanwmakelinuldmudoms olinmgiduneuiie Tunssuiunisuanma 20 G 30
(2D to 3D Result Expansion)

« vimsdaeaidiuiu 20 aansaveeradndidunuy 30 ielyiiuameo
ﬁ%’ﬂlﬁ]u‘ﬁu I@Eﬂ‘dﬁlmw “Extras” > “Options” > “Settings” > “View” > “Result Expansion”
wazidonmisvenenaan 20 Wy 30 AvuayutazsauaweslunseeHadns iensaaoy
mInszAneussiuvsensdegUluguiuu 3DNsmsaRaeuAIAUAULaENSEegU (Stress and
Strain Analysis) luvinsneuadng anunsaiiongarinag W AAAY (Stress), AMMaidesy
(Strain), wWAgNINTENBUTINA (Contact Pressure) HULAULIYLEARING USUNBILATVUIAYDS
TuwnaifioneasiBesvemaisuuaduusiazduesiusunsmisuag ez (Force-

Stroke Plot) fisiiuanalugui 3.21

R

Hitd

HHH
i

(i) ot v o @y 8 Progross: 83.24% (Forming) Lol
EED T 4 000 v G- e-F

JUT 3.21 Msuananalun1sdaensnuiugy
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« MIUaRINaaNSIUgULUU3D (3D Results Visualization) Yengnadnslilan
Tuguuuu 3D lnlagadniiduuanssa 3D MvupAisdsnsiveUsulinsuanmaansinig
auldnuNTY Aanuandlugun 3.22

JUN 3.22 mMsuananadnsluguuuvauila (3D)

« MINTIRERUNTMUTINSTUFU (Force-Stroke Plot Review) Livegdayans
W359N"5%U3Y (Force-Stroke) mANTIYY History Plot ntudiendfesnisians a1ansausu

wnw X iwansdeyavesszaznng (Stroke) wazunu Y iudvaduss (Force) 1iveinsneiiusaiily
TunszuIuns Auandlugui 3.23

sew -
Senk rotfusten  Craghan s F X

e Saroks jmen)

s w

10 bt demrton (it 1 by b

Fercatage

S Y

JUN 3.23 Msuanaradnsluwuuns
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3.3 NM5AATIEHRANLARINNTTINA0
TURDUNITATIVADULAIATIZRNAANS U WITN Y Finite Element Method (FEM)
JunsguiumsdfgiitieUsslivaunniasAnugniemwenisdnaes naenduliteyaddn
d‘ U a A v a [ (3
IWOUTUUTINTEUIUN TN ATDWAIUINAAN )
a 6 al ¥ . .
a) NTIATITRANULATEALATAIULAY (Stress-Strain Analysis)
ATIERUUTNNARANUAS BAkAZANLALEIER Fso1adugandinudese
NITUANTT NITOUNNTBIUNTZUIUNTINGR
b) MFIATIEnsiviaveian (Material Flow)
Anwidunisiviavesian (Flow Lines) WedinginisnsetedivesTanuuifiam
warATIIUSiansaran Jagvisenislvallauysel

o) MIATwgunil (Thermal Analysis)

] [
aad a

PTINARUNMINTENB UMY TNAATLLUNTEUIUNS %aawéama&iaammmaﬁumu
WarAULTIIVDITan
d) MIATIEALsIluLWILAY Z (Z-Force)
wssluwuauny Z ﬁmmﬁnﬁ’zpfluﬂszmumi%ugﬂlﬁu (Cold Forging) tiasnifiu

3

wsensEilukuILNUATwasiing (Ram) Beldlunisiuaeusyantuusdiium

3.4 A13ATIVADUANUADAAADIVDINAGNS

MAUSHUTIBUNEANGAINNTTNa09 FEM ﬁ"umamﬂmimaaw‘%ﬂLﬂusﬁzumauﬁﬁzﬂu
mMsUspfiuanugnieswesnisdnass lnsradwsithundieuiisuenasmisdinaudaes
Fuau (Hardness)  vidoussildlunssuiunimuiugy mawisuileusanantenssaouiy
N391899EINTaLERINaaNS A lNALABITUAN AT INNla NHAANSYINATINE0T Way
MIvRReEEnAdesiy axtasdudumnuindefiovemuusiaes FEM uenaniidaduums

TunsUSUUTIT TR e lunSEINUANULANA1TE NI NHANTIIAD AN TNARDIATY
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NANISALLUIIUIRY

Uwf'jﬂwLauawamiﬁﬂLﬁumﬁ{fﬂﬁlﬁmﬂmif\i’ﬂaaﬂﬂizmummuﬁugﬂL?Ju’“;’a@ 520C
Aedlnludlediuus (Finite Element Method: FEM) Tngldgenauas Simufact Forming way
meAeneinadnsAldUSsuiisutummeaeseis mefinwsjaiunmavasuiamueiRidng
vestunuiioUiuasuusudsamuiazanuiiing mesassiidunsnieldideulumstu
suduiiodianesieuduiusemindadosnaniumsnszasanauds nadndlignisie

[

Wisufiungufmstuguiduiiowaninanssnummnssunidifgy

4.1 namssRasnsEUUMINUTLIUB U FEM
411 pnuaisawanafniidua (Effective Plastic Strain)
yanefia MIiABuLUAIgUTweTaneL159125 (Permanent  Deformation)
Sudunarnnadosunanainlussrianszurunmstuzdu (Cold Forging) Fuilnalasnssia
AnATREIN Wy AL (Hardness) wapnsnszanoussutiuny navausadonyuszming
Fveshnauasiuny Sefimsusuiuasurusadonmusaussedu 002, 0.04, 006, 0.08, uay

0.10 AIAILSIHING 200 Mm/S, 220 mm/S wag 240 mm/S é’fﬁLLﬁm‘LugUﬁ 4.4-4.10

B Semsnct Formang 20212 - Propsct 01,

0 IC \Uherv POVDWtoph - SemulatioriD1_ V20001 Vvaoo| o x
. Tosisan Optesaston Wesos bt

¥ P .
A e-TLM&a @

= b Geometries -~ T =

1Lk
il

st gt
w0

stran
am
fasm
Lo 2
an
v
=
ma 113
gy

LR IR - i A Progress: 100.00% (Forming)

P |t fectier piaaric strain.
[

an

v .
™ e

200
b 13

LIS RN - 1 Progress: 100.00% (releane_wo) OF ||l» mapr = B~ 1 Progress: 100.00% (relouse_wp) ed
O Farmagfs20-47) D BT - 4 0 -0 W E-0-F

Reacy -

'g‘d‘ﬁ 4.1 wan13391ae4 Effective Plastic Strain dglusunsy Simufact Forming
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Ram Speed 220 mm/s

—~
Q
~
—~
O
~

Ram Speed 200 mm/s

4 ---#--- Stage-1
—@— Stage-2

2 — A - Staae-B
T T — = =

0 - t t t t t 1 0 - t t t t t i
0.02 004 006 008 01 012 0.14 0.02 004 006 008 01 012 0.14
Friction level (u) Friction level (p)

Effective plastic strain
o
ﬁ
L
Effective plastic strain

Ram Speed 240 mm/s

(c) 10

£

SR

w

[S]

Z 6 A A 4
§ 4 —&— Stage-1
§ I —@— Stage-2
=l A Stage-3

0.02 004 006 008 01 012 014
Friction level (u)

SUN 4.2 wan1531aa9 Effective Plastic Strain N5e@Uksidean1u 0.02-0.14 AiA111L5995n0

Y

a) 200 mm/s, b) 220 mm/s, kag c) 240 mm/s.

21NNANI5I1a89928 T US A TUTLITILAN

ANULEAIUNSEAUUIUNaNd AT uauTnuwlsasiauenarnseed e f
TngAranuudaadeegluginmunganiuauaudinisldnuidesnisnansemuainnisuiy
a < o ° v 2 1w X 2 O \
L“LJaEJ‘L!F’]’J’]&ILi’J“UEN‘VnﬂﬂQﬂﬁ]ﬁaaﬂiﬂﬁiﬂjﬂﬁﬂ’a’mLi?Gl’]ﬁﬂuELUﬂ38U’JUﬂﬁiVJU?Ju3‘ULEJ‘LJ@QLLGI 200
mm/S, 220 mm/S uag 240 mm/S HadnsaINMsTtaewansbiliiuin Anusneiigee

anvaTtun1sTusy widwaliminaudesununnvuluunaRivetiuau dwalinuuds

'
a  a a 1

WLTUAUT MR weuSasuluiinuudsanas wWeldanusidn dunuianuwdsainale
InnTunaeani iy wildhalunstuglinnni wazeranamsdemeanusadenmulunsyuiuns
' < a A iy P 1% 2 A ~ =~

ANPNULTwRAsAMLEauluT U UL N NS IEANWLSMUIUNE FIUBNTLTI1BANLLAT A

MelugunuetNaunauazanlonaNTdee
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4.1.2 ﬂ’]'ﬁﬂizﬁl’laﬁ’gﬁuaﬂqquﬁ (Temperature Distribution)
NNTEAEMVIgUNIvinginsazaunuTaulusEnInTEuIuNIT B9

Aeanusadeamuiasnisdegunanadin samvglingaiuluonilinnuuiwesiananas

Y

v
A a

LAZLNUANULALIRDTDUNNTDY LU TOULANYS DNUR LA

DRl EM
SE (e (=5 ) )
@) v
‘—>II<" J—-J
Aa & |- IR LA - i Progress: 100.00% (release_wp) oF
[ T T84 | = romingrei T3 - Resuit vew 1 - Temperatane (= gy |

ERC IR - R Progress: 100.00% (release_wp) GF [|> marw @ @ Progress: 100.00% (releise_wp) o f
e T - % O - [ b L @0

Ready -

g‘dﬁ 4.3 uan13391899 Temperature Distribution AaelUsAs Simufact Forming

(a) Ram Speed 200 mm/s (b) Ram Speed 220 mm/s

[«5) L

5 e

— =)

5 IS —m— Stage-1
(o [<5)

£ & —@— Stage-2
= it A— Stage-3

B m = =5 = = N
130 130 S

0.02 004 006 008 01 012 0.14
Friction level ()

0.02 004 006 008 01 012 0.14
Friction level (u)

5UN 4.4 wan331aes Temperature Distribution NszAunsadenniu 0.02-0.14 N1Aa59NA

Y

a) 200 mm/s, b) 220 mm/s, Lag c) 240 mm/s.
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Ram Speed 240 mm/s

—
@)
~

—m— Stage-1
—@— Stage-2
A— Stage-3

Temperature (°C)

130 + t t t t t {
0.02 0.04 0.06 0.08 0.1 012 0.14
Friction level (u)

5UN 4.4 wan391aes Temperature Distribution N1szAunsadenniu 0.02-0.14 N1Aa59Ng

Y

a) 200 mm/s, b) 220 mm/s, kag ¢) 240 mm/s. (518)

[

wsadeamuduladendniinbiiinanufouluusnaiwifiuidudaiuian
ATIIEINIINAGY (240 1y./Awi) vinliifAn Adiabatic Heating w3ensazauAusawaNIZT
dwaliiinnsoeuivesTanuasdounnsaafiiaduny anuEIn1snes (200 ui./Aund) e

ANNNTAZANAUTDULATAUATUNTZUIUNIT Strain Hardening
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