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Table 1 Tensile test condition

Tensile test condition

Gage - length 20 [mm]
Thickness 4.0 [mm]

Temperature 100, 150, 200, 250, 450 [C]
Strian rate 101, 102 [/s]

Heating time 20 [min]
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Fig. 3 Typical patterns of tensile curves
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Fig. 4 The results of tensile test at each temperature
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Fig. 5 Deep drawing test equipment

Table 2 Deep drawing test condition

Test Blank Funch Funch Clearance
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Table 3 The results of deep drawing test
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