Die Fallure



Failure Analysis

* N19ILATEAANNLE BT UNTEURI ALK
ap9n1stdgvngiNailaesnuly l¥itAian sids
VG UUULANDN

* NBUNIHNITIATIRANNEEVNE FDYaNN
8NN YINUTUNUNLE VN Y T UN=A D
JNISANTEN

« LASNNDN 1Y LUN1FILAs 1=l vian g afa L6
WIUBBNY IUTY NADIVANTIAN



g’J a ¢ =
AUNDUNTIIIILAINCIAINNLA AN Y
s FUANUILIAYDITUINUNLTIVING

* (5IFADUIDYLLAN

* AT IR ANHUENSLE YN YNLA AU

* ANENANU AN NLALIVDINUNITLANHN

* Y12BYANINNANIUTZHIAMI AN AVAINTT
L EIving



NNSLADNZTUINY

s LARAVIEIUNNNSLEYNY wazluideng
» A295nEN AN Te g luanwianysal

* NIRAZTUNUILABIT= AT LN TAnAN
DU UNN I Llaseas 1l agu
* NMSALAVIUMIUAY TugInaafnitlaniinle

/= W~ =\

GluﬂimmmvmuTaﬂ’\amﬂauu”l,mm D129
D Glam'sﬂﬂmmﬁu



dUANUSZIAYDIT U UNLTYVIN S

. &i’m%’uﬂszi’ﬁwm%umuﬁLﬁﬂmp%ﬂuﬁq
Y52 10NISHANLAZNNSENLULTUINUAIY
» luzuaauilazsIntinsiaseianzns 1o

Z9923INDN stress aounAN UIINIANT 1o
NgY

* HIMSUNISILATIZHENIZANT LTI UH LD
1FN1990A1NENIEZNNT LFITUISIAUDINT
d3190LUVU1aneng Finite Element Method



ANDINNADIDN

Q/

s Sauduzuavecls

- Fudmfidsmendnuiosgnsls wazinng
USuiseaniiAnaIn1snanyan ki

s Fudmidevnerinenndudniivsals

- Fudiidsmaisnguinninianalivsela

» Fus U Ea8RN15UTENaUBENNQNHDINSD

Tad



n1sUszane Lo FEM Tunnsvnan stress

* Finite element method
Hwisnsneadiaeans
Aensrilangniann s
Tunn9vnen stress aging
NN

+ A8Ansilanunsalddan T
ANSASIVADUAN stress N Le
PMNANTDANBUUAIEY WAz bef
lun1svna@n thermal
stress was residual stress
lanas




| Drawing die 1090 1
| 900 -+

W00 b
500 1/

400 -
300
T

Blank holder

True Stress [MPa]

Punch

0 005 01 015 02 025 03 035
True Strain

H. Kim et al. / Journal of Materials Processing Technology 209 (2009) 4122-4133



C.L.

Drawn Cup 25.1~32.7°C

Contact area
with punch

32.7~40.2°C

40.2~47.8°C

47.8~55.3°C

55.3~62.9°C

62.9~70.4°C

70.4~78.0°C

Temperature Distribution at 77 mm stroke

Temperatwe (C)

43.7~46.3°C « \
41.0~43.7°C* y

38.3~41.0°C , 5
35.7~38.3°C 30.3~33.0°C 27.7-30.0°C “250-27.7°C

33.0~35.7°C

Contact area
with die

H. Kim et al. / Journal of Materials Processing Technology 209 (2009) 4122-4133



§

Cewep e ——T

Waer-hardening ool seels

Shock-resisong ol sieels

Oil-hardening cold-work wool steels

Al hardesing. medisas-allay codd.work 0ol swels

High-carbon, Righ <hromium cokd-work 1008 sieels

Mold scls

Hot-work 100] sieels. chromum, tungsien, and
molybdeaum

Tungsten high-spead 1ol seels

Molhybderum high-speed wal sieels

ZH4 XZ90>0nE=E



Table | AlSI C Mn Si Cr v Mo
510 95 0.30 0.30 4.0

511 95 0.30 0.30 4.0 0.50 0.50
512 60 0.30 0.30 4.0 0.75 0.50
513 S7 50 0.70 0.30 3.25 1.40
514 50 0.30 0.90 3.25 0.25 1.40
Type AISI C Mn Si Cr Ni Vv Mo w
520 H-11 0.35 0.30 1.00 5.00 0.40 1.50

521 H-13 0.35 0.30 1.00 5.00 1.00 1.50

522 H-12 0.35 0.30 1.00 5.00 0.40 1.50 1.50
523 0.40 0.60 1.00 3.50 1.00 1.00 1.25
524 H-10 0.40 0.55 1.00 3.25 0.40 2.50

525 0.35 0.30 1.00 5.00 2.00




Type AISI C Mn Si Cr \' w Mo Co
530 H14 0.40 0.30 1.00 5.00 0.25 5.00 0.25 0.50
531 H19 0.40 0.30 0.30 4.25 2.00 4.25 0.40 4.25
532 0.45 0.75 1.00 5.00 0.50 3.75 1.00 0.50
533 0.35 0.60 1.50 7.25 7.25
534 0.45 0.60 1.50 7.25 7.25
535 H16 0.55 0.60 0.90 7.00 7.00
536 H23 0.30 0.30 0.50 12.00 1.00 12.00
Type AlSI C Mn Si Cr Ni \' Co W Mo
540 H21 0.35 0.30 0.30 3.50 0.50 9.00
541 H20 0.35 0.30 0.30 2.00 0.50 9.00
542 0.30 0.30 0.30 2.75 1.75 0.30 10.00 0.25
543 H22 0.35 0.30 0.30 2.00 0.40 11.00
544 0.30 0.30 0.30 2.50 0.40 3.60 12.00
545 H25 0.25 0.30 0.30 4.00 1.00 15.00
546 0.40 0.30 0.30 3.50 0.40 14.00
547 H24 0.45 0.30 0.30 3.00 0.50 15.00
548 0.35 0.30 0.30 4.00 2.50 14.00 2.00
549 H26 0.50 0.30 0.30 4.00 1.00 18.00




Type AlSI C Mn Si Cr Ni \4 W Mo Co
550 H15 0.35 0.30 0.40 3.75 0.75 1.00 6.00

551 H15 0.40 0.30 0.50 5.00 0.75 1.00 5.00

552 H43 0.55 0.30 0.30 4.00 2.00 8.00

553 H42 0.65 0.30 0.30 4.00 2.00 6.40 5.00

554 H41 0.65 0.30 0.30 4.00 1.00 1.50 8.00

555 0.30 0.50 0.30 3.00 3.00

556 0.10 0.30 0.30 3.50 0.50 4.00 5.00 25.00




Air-hardening, medium-alloy, cold-work steels

Al T30102 | 0.93-1.05 1.0 0.50 4.75-550 | 030 090-140 | ... 015050

max

A3 T30103 | 120-1.30 0.40- 0.50 -3.500 | 0.30 0e0-140 | ... 080-1.40
06D max mex

fu
La

Ad T30004 [ 0.93-1.05 1.80- 0.50 090-2.20 | 0.30 0.20-1.40

Ad T30106 | D.63-0.73

JED- 0.50 0.93-1.20 | 0.320 0.30-1.40
2:50 max MEx

4

AT T30107 | 2.00-2.85 0.80 0.50 500-575 | 030 0.90-1.40 | 0.30-1.50 [ 3.90-5.15
max max mex

4.75-550 | 030 L.15-1.65 | LOO-1.50
max

AR T30108 | 0_30-0.60 0.50
max

AT T30109 | D435-D.55 0.30 4.75-5.50 25- 130-130 | ... DLB0-1.40

max

AlD T30000 | 125150 1.60- 1.00- Fes 1.5
2.10 1.50 205




High-carbon, high-chromium, cold-work steels

D2 T30402 0.60 11.00- 0.30 0.70-1.20 1.10 max
max 13.00 max

D3 T30403 0.60 11 0.30 .00 max | 1.00 max
max 13.5 max

D4 T30404 0.60 11.00- 0.30 0.70-1.20 1.00 max
max 13.00 max

D3 T30405 0.60 11.00- 0.30 0.70-1.20 1.00 max
max 13.00 max

D7 T30407 0.60 11.50- 0.30 0.70-1.20 3.80-4.40
max 13.50 max




(il-hardening cold-work steels
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(e T31501 | O.B5-1.00 1.0- 050 040-060 | 0.30 s 0.40-060 | O
1.40 max MEx

a2 T31502 | 0.B3-0.93 |.4D- 0.50 0.30 max 0.30 030 max - .30 max

1.80 max max
06 T3ls06 | 1.25-1.55" 0.30- 0.55- 030 max | 0.30 0.20-0.30

1.10
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.40 max
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o7 T31507 | 1.10-1.30 1.0 060 0.35-0.B5 | 030 0.30 max
max max mEex




L nited West Germany (DIN)™ Japan Cireat France (AFNOR)™ Sweden

States sy Britain [S5.c)

{AISD) (B.5.)

Air-hardening, medium-alloy, cold-work steeks {ASTM A 651

A2 1.2363 (34404 4439 BAZ A35-390 223] Z10DCDVS 1160
SKDI2

A4 "

AJ "

Al B 4639 BAG .

AT .

AR 1.2606 4404 3432 ZIBCDWVS .
SKD62

AT can

AlD .




L nited West Germany (DIN)™ Japan Cireat France (AFNOR)™ Sweden
States sy Britain [S5.c)
{AISD) (B.5.)
High-carbon, high-chromium, cold-work steels {ASTM A 681)
D2 1.2201, 12379, 12601 G404 4659 (USA | A353-5902235 Z160CDVI2 2310
KD D2}
4659
BDZ
46359
BDZA
D3 1.2080, [.2436, 1 2884 4404 4639 BD3 A35-590 21233 Z200C12 L
EKDI
(74404
SkD2
D4 1.2436, 1. 28R4 3404 4639 (UsA AJ3-5390 3234 T200C0N2 2312
BKD2 4}
05 1.28R0 A35-590 1236 Z 160CK DV ¥
12.03
o7 1.2378 2237 Z230CVA 12.04 .




L nited West Germany (DIN)™ Japan Cireat France (AFNOR)™ Sweden
States sy Britain [S5.c)
{AISD) (B.5.)
(il-hardening cold-work steels (ASTM A 681)
01 1.2510 4404 4439 BOI A35-5902212 90 MWCVSE 2140
BKS2]
4404
BEKE3
34404
SKE93
G440
BRE94
G4404
SRE9S
a2 1.2542 46539 (UsA | A35-59012211 9OMVE s
2
4659
B2
06 1.2206 A33-5902132 130C3
a7 1.2414, 12419, 12442 12514, 1.2519 4404 A3E-5390 12141 103WCI13

SRE2




Metalworking Process

Wire drawing Extrusion



Tool manufacturing Tool/ W;’Jggicﬁ;:tefface

YRR
= S P -uad
e s o

Workpiece oT \:Ioclarmmcnal
¢ Tolerances ¢ Hardness
 Surface roughness * Resistance
R Tool life ¢ Fracture
Ebé-]\ d toughness
Workpiece material
Flow Stress Heat treatment

I

4

Tool design
* Active clements | ¢ Die angles
* Prestressing * Fillets, corners
. ¢ Deformation :
T » Surface quality —

———




Frequency of defects

Wear

Mechanical

fatigue Plastic
deformation
Thermal

fatigue

ML TR

L HIRE]

Mechanical
fatigue




Wear

Plastic deformation

Chipping

Cracking

Galling



L ———— { L [nﬁ
Permanent Thermal uenced
Wear def, . fatigue Fracture aspects
LR r ¥
|_ l T 1T = ﬁ I |
. Tool Stress distri- . Tool material
Friction P E— bution in wol [*— Velocity -
[——1—— ‘

distribution
A ,

Yield stress |
A

Physical and -+ Oxidation Heat

thermal properties treatment

of workpiece A
v - Lubrication S

Workpiece I facturing

temperature
1, f

[Workpceoe geometry Culture of method| | \tochine Tool Influencing
size, complexity production kind of die material aspects




1.2385 (H10) |
PRCMNVEY




200 400 600 800
Number of forgings

1000

Wear index, In.






A e

Delamination

oating
Laver

Substrate fracture

Wear (adhesive or abrasive)
i Work Piece __5

-
-~

[Courtesy of Katagiri et al. 2007]



