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Figl. Equipment used for conducting the experiments
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Tablel: Mechanical and physical properties of the sheet [18] as

well as thermal properties of sheet and die [19]
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Fig3: Die set schematic and geometrical dimensions alongside

punch corner radius (rp) and punch corner radius (rd) parameters
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Fig4: Diagrams of (a) thickness distribution and (b) punch force at the
temperature of 200 °C and the speed of 50 mm/min at isothermal state
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Table2: Regression coefficients of power equation obtained for
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Table3: Variation interval of the temperature and speed parameters
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Fig7: Thickness distribution at the different punch corner radii

and die corner radius of 6 mm, obtained from the simulation
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Fig5: Diagrams of (a) thickness distribution and (b) punch force
at the temperature of 200 °C and the speed of 50 mm/min at non-

isothermal state
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