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Table 1 Tensile properties of aluminium sheet

used.
Angle to roiling
direction /° 0 4 80 | mean
F —value /MPa 177 179 176 178
n — value 025 | 0.27 0.26 0.26
r — valye 074 1 085 | 093 | 086

Tensile strength “MPa | 114 111 112 112
Total elongation % 359 | 416 | 422 | 401
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Fig. 5 Typical example of laminated cups on the
original punch {(N=4), and definition of bottom
diameter, dp' and profile radius, b’ of apparent
punch.
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