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Influence of hole making processes on the hole expansion ratio of high

strength steel grade SP153-590

Pakorn Chumruml*, Nobuhiro Koga2 and Varunee Premanond’

Abstract

Hole flanging is one of a process that tearing is easily occurred on the hole edge. The purpose of this
research work is to study the influences of hole making processes including; laser, wire-EDM, water-jet and
piercing by punch and die on the limiting hole expansion ratio. The mention processes produced the hole with
different characteristics i.e. surface roughness, hardness and microstructure. The hole flangeability was evaluated by
limiting hole expansion ratio from hole expansion test. This sheet material used for the experiments was high
strength steel grade SP153-590 of 1.2 mm thickness. This results showed that the hole cut by laser and pierced by
piercing punch which cause changing in microstructure thus increasing hardness introduced low ability of hole
flanging. In this case, the process of hole making by wire-EDM and water-jet which cause no effect to raw material,

lower the surface roughness (R ) as the higher is the limiting for hole expansion ratio.

Keywords: High strength steel (HSS), Cutting edge, Hole expansion ratio, Piercing process, Hole flanging
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SP153-590 614.3 453.8 26.34

=

nanimszgnenatanuiagnldlums
NATOULRIVTIUYDUAAVDIFLIIZNAIY
NIZUIUMIAANUANANNY 4 FUA VYRR UUUNT

' a J < U

ATINABUAIANVITIVHI AINNUUTIAZAINN
k4

a a (3 4
WUAIUS UV UAAYDIFIIZ91NNE0I9aNT A

. . da s o
(Optical Microscope) N 11/sunsuanduiaszezain
v 1 @
Fua wazasaen IaseddeganianouLaza

o 3 Y as . Y
MN5vu5Ua1875 Hole expansion test I1NNADI

Ja g 1
PANIIAUDLANATOUUUUABDING 1A (Scanning
7 o 1 S A
Electron microscope) AMUUITUMANULHANNNIUNIT
9IggnInatsvuIaduAIugudnaIs 10 vy 910
ATTUIUNITNLUANANUY 4 ¥ila W1¥INISNAdeY
2 Y an .
mmmmm“luﬂﬁwgﬂmsn Hole expansion test

MUNINTFIY  ISO/TS16630 [9] Aduaaalugili 1

s
v oA

Y Y
IﬂElﬂ'li‘]f')ﬂﬂ'ﬂllﬁ']ll']ﬁﬂiuﬂ'ﬁ%ugﬂHUWﬂ1§m1ﬁ]']ﬂ
1% Hole expansion ratio (% HER) #Fanldan

aums

d-d
X 100 (1)

% HER =

d, : vwaduiugudnarnaunansuaAnaINms

1

NATU Hole expansion test [mm]

Y 4 A 9
d, - VAU UFUINANGIZITUAY [mm)]

Blank holder force

Blank holder

—
)

o

]

Workpiece

60

3UM 1 uHUINMINATBY Hole expansion test

7 A

51N 2 Wusuazarei 19 lumsnaans

o & Aq ¥ Y aa
NUFUALA18NIF I UNITNATOUAI8IT Hole

. o o <3 Yy A A g
expansion test 191N TAQUANNAUATOINDIIUINTA
' < = <
ns : SKDI1  sumsyuudeliiiainiuuia

601 HRC Tagrudivunaduriugudnata 40 uy



UNANNIY

NsaImmamaluTadgadmnssy U9 12 21709 3 Aueou - Sunaw 2559

The Journal of Industrial Technology, Vol. 12, No. 3 September — December 2016

@

a 1 v o d = I [
vInudmINuFIianyuzitiuginsansseigy
60 891 @Iua1ell yuiadudIuguinat
40 Jagiuas usuldina1elsall 5 daauasg
Y { o ' o
aaaaaluzli 2 Taeruduazarognldausuny
IA304 Universal Sheet Metal Testing Machine RN
4 v Aq v o v 2
oulyIvus a1 lumssudauAusuaiu 60 kN
o K1 o ¢ A Ay <
Tuvmgiimsyugdwusndoundrondiusa
a a a 19 9 A o
28+1 Hadwas/ani vaz luldarsvaeauluvaz i
AMSNATOU N1ENAINITNAABUAI8IT Hole

. v o A o
expansion test ¢ layuauludnvazivansdalu

JUN 3

€

. y .
317 3 @969 NNATOY Hole expansion test

¢
3. Han1SNAAREaMIINITITHNG
4? 4 as
3.1 ﬂ1iﬂﬂﬁ"ﬂﬂﬂ'§l13~lﬁ13~l1iiﬂuﬂ15ﬂl‘u§ﬂﬂ'§l£ﬂﬁ Hole
expansion test
2 . < v
mmmmmiumwugﬂuwumaﬂﬂmmm
< A o ~ 1 @
LL"]N!.!?QQ’Q'VINTL!ﬂiZU?NﬂWiﬂﬂL‘ﬂ1$§1’leﬂ@]Nﬂu
musatsziiiunaldvinmisnaaeudie3s Hole
expansion test @Tmﬁﬂﬂugﬂﬁ 4 Tavl9a1 % HER
3 o Ao 2 !
Wudrsiaanuawisalumsyuglaanldon

aumsi (1) Tasarnnslluziin s uaaen % HER

U g a d’ 4
QWﬂQﬂHﬂWWUWT’U@QEW?%1’]1@?@1ﬂﬂ5$ﬂ'§1&ﬂ15‘ﬁ
v
HANAINDU WU'J’]ﬂ’]ﬁ@]ﬂli]’]ggllwu%uﬁ’]uﬁl'f]ﬂ
. = 2
NIEUIUNTT Wire-EDM Nﬂ’J’]ilﬁ’]il’]ﬁﬂsluﬂ’]Tllugﬂ
A A = Y
gangalagiin %HER 9494 136.67% y03adu1 laun
Y H L U
vamﬁmumimﬂ!,mxgﬁlafmixmumi Water-jet
o s Yo <
ﬂ'liﬁﬂﬂ']ﬂ!ﬁmf@ﬁlLaZﬂ151%Wu%1uﬂ’liLﬁ]’l$§

o w Y { o
Aud19 Tasuud 1Al % HER NEIUMTAAINZ

2D ean

o ¢ o
@QI}’JEJﬂig'U3uﬂ1§ﬁﬂ£ﬁl“ﬁﬂillﬁ%ﬂ1iL"lﬂggélj’)ﬂ“wu&h'

Y A VW ' o
uu’ﬂuummn&mnu‘lnmnuﬂ

= 7
.“"‘"’j"

Laser
— 150 =
NN 71 Water-jet
.g ] Wire-EDM
<
= 100 - [0 Punch
=
)
§Z
=
<
=
5 50
=
S
=
0

311 5 A1 % HER W1 &9 nnszaumsda



UNANNIY

NsaImmamaluTadgadmnssy U9 12 21709 3 Aueou - Sunaw 2559

The Journal of Industrial Technology, Vol. 12, No. 3 September — December 2016

Burnish zone -

1.00 mm
Fracture zone

a) Piercing edge

Y —

1.00 mm

¢) Wire-EDM cutting edge

J S——

Workpierce

Cutting direction

1.00 mm

d) Water-jet cutting edge

4
@

3.2 dnvazveanuAIuINuveudaiildain
NITUIUNIAMDIZ]
A A A a a A
el NuAIUT MY g NI
Y y 1 L a
N3LUIUMIAANT DI FFUNUALANAAY 4 Hiia
o ' ¢ : .
WINITA18NINAIONAB9aNTIA (Optical Micro
4
scope) AINITATUNAAIIWUANATIVYDIANTNHUA?
a @ A ~ 4
vinwveuginez ladwaaslugii 6 nsdinms l4wus
1 d‘ Y dy d' ! g
lumsonzg wuneugmizi lalinuivesaiuda

Wweudeenindiuuaninlanuanalugli ea)

-

a Y @

3 '
mawminnﬁuﬁamaugmw"lmmﬂizmumm

9 J

' 4
A9 105910317 6b) Funa laNiuAIIS UV

19

nyUZNUAIvOUAR lULAAZNTZDIUMTAANIZ]

2 4

a a X X a @ <
gmz%znmimmuaﬂlmwuwﬂuaﬂyngﬂumﬂau
¥

Fd v
ANDANMN Y INAITUN UIVDIUNUBUITY Gluﬂiiilﬁuwﬂ

You312N 1A91NNTZUINMITAARIY Wire-EDM 92

@

= A a Y a v A =
u ﬂymzwuN’Jiﬂﬂiju‘lﬂalﬂﬂQﬂuﬂ’Jnﬂﬂjljmcﬁq

Tunaldaningii 6c) luvmziinisaadie Water-jet

a

9
WU UV

@

4
nyUzvYO UL IAAANT

) E4
@ °

Tradnnduuuasgauaiailosinussdnings
1 k4

wazensnanseuauluvaziimsdaiio lfilieveq

JaqansinuIneenniuFlInged1Fa

Tusuavesveugaaaaslugii 6d)



UNANNIY

NyasImmamaluladgaannssy YN 12 21fui 3 dueon - Sunay 2559

The Journal of Industrial Technology, Vol. 12, No. 3 September — December 2016

3.3 INTWAV2IAIANNUTIVINUNUAIVDUAAN
v =
aIWAN NN IVUUvene;
Y
o A 1 <
NNITEIFUNIUNIATIVADUAIANNUYIVD Y
2 v 1
WurruSnuveugawaadluzili 7 Wenorsanm
< a o
AMULV T UNANIaMIY BUILPY X 1aesiing

a3 innInveudAveIFLIIIIIaaAs luglh 8

0.05mm

Cutting direction

51 7 dudams Sasanundiannuiunu X

500 ~
—— Lazer

400 4 —&— Wire-EDM
E —— Water-jet
=300 —=@&— Punch
5
:
£ 200

100 Average hardness of steel sheet

0 1 1 1 1 1 1 1 1 1 1

0 03 0609 1.2 15 1.8 2.1 24 27 3
Distance [mm]

Y o 1 3 a { a o
gﬂﬁ 8 mimmmmumminmﬁum"uawau%ﬂ

20

NVBVAALTINI 0.05 HABINAT WUIUHBUDA

o A Ay v o Y s
’Jaaslumnmmmjg1/1"lﬂmnmmmngmmm%su

'
2

Annuudunfefigauunni 414.8 HV daumsnizg
Y v

fMenudiiovesiag luusnaveugniuinududa
U @ J I A

WouazaIvuaninuul Ifuvesmanuudunae

322.1 HV Tuvaisimsandie Water-jet 1ag Wire-

= 9 1 < A ] 1
EDM Huuadumanuudunasegluyigilssuna
200

HY  9ude5395202H199 1000319101

a a

< o v I
0.2 Waauag Lﬂuﬁ'u"lﬂ ﬁﬁlﬂ@lllﬁ}'NﬂWﬂ’ﬂillﬁN‘Uﬂﬁ
Y Ay v o ' v 9
aﬁ@1/1”lmmms@1mma:ns:mumsmmmﬂuu
= v U < A Yy
ﬂ\ﬁ’l@lﬁE]ﬂﬂ1i¢lﬁ’3ﬁ]’3ﬂiﬂﬂﬂ1ﬂ’ﬂlﬂ!m\1‘ﬂmlﬂll?n
£y

al = 1% 1 < 1 q" d'l/l nl Y
NALAYINUATIAITUULUNIUDILUNUFUITUN LU EARTU

@ &2 A a ] 1A
ﬂi%ﬂ?uﬂ1i§lﬂ1ﬂﬂlﬂ SFIUAURASAITULUIDYN

k1)

1sgunm 215.5 HV

150
A
=
-E 100 A
z [ ]
s o ¢
=
=
=1
g 50 A
% @ Laser & Wire-EDM
T
B Wateret ® Punch
0 T T T T 1
0 100 200 300 400 500
Hardness [HV]

! o o < o
314 9 anwdiutvosnnuudvoudauas %HER

BN AN NN AURUTTZH AN
dy a o 1 % d‘
WUAIvBUAALATA1 % HER lasudaiadluglin o

1 1 ' <
o Tduveed1 % HER 92ganinnuuda



UNANNIY

NsaImmamaluTadgadmnssy U9 12 21709 3 Aueou - Sunaw 2559

The Journal of Industrial Technology, Vol. 12, No. 3 September — December 2016

a Y v Al Ao R W S
ummslﬂmmmmmwmmmmm"lﬁ"luﬂimmmmi

v 9
ANANIY

1
=

Wire-EDM 1ag Water-jet a0y Tuvae i
1 'o 1 I~ a
i Tuue9A1 % HER 926aa1nnuudausi
Indveusdalimgetsoglunguueinisaaaionsly
P Yo o ' 2 Aa 2
DS AT 1FNUY Taga1nnuudsiinayuly
A o A A o Y
Y3naveuaalurailadInnsz NN NI 1%
Y
Tunisdanizgruaiudinaldngdnssuues

Taseaseganmavesiaqulasulasly

e S
= Eom el

SElI  15kV

x3,000  5pm

y < o
i‘llﬁ 10 Iﬂi\iﬁ%lN‘ﬂﬁﬂWﬂ‘llfN!ﬁﬁﬂﬂ51ﬂ31ml‘l|\mi\3

a a

FUNTA SP153-590 NA18910 SEM

a

21

o A o Yo g
Iﬂﬂﬂigﬂﬂuﬂ'ﬁﬁﬂﬁnzgTlu'liJ'lﬂl"]fﬁﬂH']uuﬁ']ﬂJ']ﬁﬂ
' v & A o Ay 1
LL‘U\?!.LEIﬂ'E]E]ﬂhlﬂLﬂ‘N 2 ‘]Jiglfl‘ﬂﬂ'ﬂ N1IAALRIZIN LU

v ) d' Y o Y 1 o v
mmiauwwmmmmmau"lmm NITARNLITIAY

a
T

. Yo o o S Y
Water-jet uazmﬂ%wu%ﬂummmfnwzg‘nnmmsau

) 4 9 ' o 2 vy o
whuineatesluszniemsdanizgaaldun msda
1912310 Wire-EDM LiaznsAnaeiaisos

wenasanluisesvesInssadreganianaly
YouHUKMANAAINNLT T IgUnTA SP153-590 #

o L 3 S v <
nlFlumsneassduilumanndinnundansags
15210 dual phase Nsznevdlslnssadianmny

I I ' = ] dy A Y
lydanuaauiludimdvnasseguuiuiiInseadia

wles Isdaaaaslugii 10

x3,000

spm

51

_é
@

AAAIY Wire-EDM 1918910 SEM

Y a Y A
11 Tﬂi\if’fiNﬂaﬂWﬂ‘Uil’Jmiﬂa‘U8U§ﬂﬂ1uﬂ1‘5

9 1
1uﬂimﬂlﬂﬂ%uﬂ1u'ﬂﬁﬂl%1$iﬁlﬂﬂ

U

Wire-EDM

wiinzdunszuiumsdaiinnuiouainnida
ziite Tanzdaemsahiadrenszua lihig
AN dgesEn NI ARz TR ua
°1u611mzv‘hmiﬁwﬁuﬂmmmék’fﬁmaﬂﬂn’m AN

o @ 1 v 3 1 <
%}@uiuﬁumz 1’]'lfﬂiGlﬂ%\?Qﬂﬂ'lfllﬂﬁ\iqu'lﬂfﬂﬂﬁﬁﬂﬁﬁ



UNANNIY

NsaImmamaluTadgadmnssy U9 12 21709 3 Aueou - Sunaw 2559

The Journal of Industrial Technology, Vol. 12, No. 3 September — December 2016

50pm

SEI

x3,000  Spm

Martensite

SEl  15kV

d’ 9 a A v 9 o a 1 A
ETJVI 12 ﬂ'lWIﬂi\?ﬁiNi}ﬁﬂ'lﬂ‘]JianN'luﬂ'liiﬂﬂﬂ’Jﬁlmlﬁlf’f]iqluﬂinmicﬁuﬁnc]Vlﬂ'lﬂi]'lﬂ SEM

o Y A a @ 1 Aa
Ml Tassasganminusuveudalifanis

4 o 4 1 I3
wasuniasanaaalugldn 11 ArnundIves
dy a a v R A YA @ 1 I
wur luusnaveuanaddla lndinesnuanNuIY

~ =y = W Yo I
magveNuFuIun I ldMunszuIumsdalag
A @ v s 2 Yo
Tuvazimsdanizgaioameinuruaue 185y
Y o X Y o~
anu3oulasasannnasauyedlisasoudadead
PANDNITAINITONIAIHUTLMUATNOZABUVDI

[ RX°— v W

Y
ARV uagmm%’auﬁnﬂwmﬂmiumuﬁ%zmﬂ

I o X

¥ & &
LTJ1!ﬂ')13J56‘L!ﬁgﬁﬂ‘luluﬂ?ﬁﬂ“ﬁﬂ!ﬂuﬁ'ﬂﬁﬂﬂ]ﬂﬂﬂ'ﬁ

a

Lﬁﬂwaﬂiwumﬂmm%'w (Heat affected zone ;

1 4
HAZ) [10] HNITUNINDBHUAIVS UV VAR

22

v v
YoIFUUNFAIIZIRBEIEDS  WUIINITARAIY
J 1 a a
imoidanaliwganssuveslnseadsgamauinu
vouaatnansasunlasTasaunsanisdnyue
o I v oW
Tassadregamavesiagoonlaiiiu 3 Teudenuas
= = X g A
uaraalugii 12 Taelulaud 1 Failulyunoglng
a @ A o <
VIIUVOVAANINNGATINITATUNALTAUNT
nasulasveslnseadwuesiag ldoddanu Tag
d'l a a d' 1 9 o
wennsanusnaTyuin 1 wunmsldamesluns
o A o A~ <t Yo v :
antlodagluusnuieg 1d5uanudeusdiagunsa
A o A o A a 2
Tuvagidwaaawes ldamuanudouimnayulu

' @ 3 o AdAa X ' <
i%“H'JNﬂﬁ@lﬂi’)ﬂﬁ\iﬂ1ﬂﬂu¢n'ﬂlﬂﬂﬁuﬁ)fﬂﬂi’)ﬂli')



UNAMNIY NsaImmamaluTadgadmnssy U9 12 21709 3 Aueou - Sunaw 2559

The Journal of Industrial Technology, Vol. 12, No. 3 September — December 2016

Y a

TuuSnaasnaasnalitnanisidaeswnaaq

'
= ]

o <
Tﬂi\‘iﬁ%}"I\WlNi]Z‘]ﬂ"lﬂ"UEN’)ﬁﬂ‘VlE]Qiuﬁﬂ"lu;‘ﬂlﬂx‘ill"ll\‘i

& = - ) 7 ~ 2
[11] Farenamsn Iassadranumnu lod luusnmil
iwamsasunadluGesdadiuvealasaiia

S A A 2 A ~ @
yunulad (Fv1) Mnvunvuiien)ssuien iy
o J A o o 1 A
Taseadruves lad (@) i lnlinadenuauiinves
v [ @ d o 1

v 3 A A ER 2 e B \ s
ﬁ@‘luﬂ']u"llE]Qﬂ')']ﬂJ!LGUQﬂLWNq@ﬂJucﬁﬂﬁMWUﬁﬂﬂﬂT i = . :

SEl  15kV x3,000 Sum

]
=

anundsiialdaainnsminana1flugilii 8 Taosn

3 A a o ' A 9
ﬂ')'lllLLsUﬂ‘VI'G;TQII'IﬂGlHUﬁl'f]muNNﬁﬁﬂﬂ'ﬁﬁNﬂu‘Uﬂ\‘i

514 13 TaseadeganiausnauveuzniIumsAn

u a

a { o 3 o '
msaseouanluvaziiimsyugii e % HER o4,
: A28 Water-jet 1918910 SEM

=

n'ldieeniulonfssumeusumsaaae Wire-EDM

\3

'
A a

a a4 & g 4 1o
Wenonsausa lsun 2 yuiulsunogoa

k1)

I o v A @ o 91
oonuYumIauN 2 %Tﬂﬂlﬂﬂﬁﬂfﬂ%ﬁﬁlﬂﬁqﬂ’ﬂwaﬂ1ﬂ

1 v Ja 1
ﬂ’JﬁJ%}ﬂuGlLli%‘I’i’JNﬂTiGlﬂg]}’JEle"]fﬂiﬂ\‘iﬁ'\‘iﬂﬁﬂ§'$‘1/lﬂ

=

anlnseadeganinvediag uaiodninaiuiou

e

k) v Y = J Y a =1
hlﬂi]Wﬂfﬂiﬁﬂﬂ’JfJLﬁL“])”t‘)iMﬂWiﬂWEJmL‘U”ﬂJﬂ‘H‘UiL’Jmu

[

v & ] 7 A
BIEIGN ﬂauuﬁﬂmumaﬂmminmmu‘lw (gv17)

A e A A = A A 19 a  ——
luusnativdilsnananauiemeunyluusnu ‘ 2 0.20 mm
~ [ Y < a dy A . y
Taun 1 ganaliarnnuudaluusnauiianaavae

A a A I [l v ]
Uszina 200 BV Tuvaizfinsoulaui 3 dugs 51 14 Tassafrgamavinauveugirumsdan

G

d' 1 Y 9 a A N
szgzNM NNV UAANITEUIM 0.15 Hadlung m:gﬁ’wﬁwﬁﬁmﬂmn Optical Microscope

' P a Ay oa
W‘]J'\”Iﬂiﬂﬁi']ﬂﬂﬁﬂ1ﬂ1uﬂil')ﬂ!ul’lulﬂﬂﬂ'li

= a v ' '
wasumlasainmsifanansznuainanuiou lunsaimsaamzgi lutinnuiewdneades

iWeannanuiousnmsdaliansaunin s 2 4 . v , ye o
Fa'lRa1nMsdaIzgAIe Water-jet t1azn1s 19U

a g o g’/ 1 I~ @ a 3
Tuninuil auuannnuuivesidg luusnuiive . v v , .. v y
NUINMTAARIY Water-jet  Liaanali Iaseadis

1% 1 <3 1 ay 4
2 Tl ladIReeduaA1A NIV IHUFTUIIUN - Y - 4 .
amavsnuveudanamaasunlasdanaasly

71

1] Qy H 1] 1] (%
TndiRsanuururuaun i ldniunszuiunsda

Tuldrunszuiumsdalaguinuaas$lunsi

¥ . < A

4
13 aaiumaNuuAIeTag luus nuiivedian

=h.

v23317 8

d' @ 9 @ o g’; 1
Taqu Tuvagimsdamzgaeiuginluszring

23



UNANNIY

NsaImmamaluTadgadmnssy U9 12 21709 3 Aueou - Sunaw 2559

The Journal of Industrial Technology, Vol. 12, No. 3 September — December 2016

o & 4 a o a A
MIdaiunUINUITBVVOUAAIZIAANTI AU
ansaauaaaluzd 14 dwwaldanudunsddums

A 2 2 & o < o
nlasugihiugaruiidawanemanuuiavediag lu
a dy A dg! = j’ a
PIOUTNNNINVUIINDINANTZNUANUF U

YINUFIULANTNVDIVOUAANNHARDMTTUFTUA

k) A a 49! a d’l’ a 1 v KX A
ANUAUNNAVUUTIUNWUFNIVDIFTIUUANT DY
a A o 4 4
ansnalagnsanenl %HER [8] MNamaduod

= @ (3 Y .
Llﬁﬂﬂlﬂﬂﬂﬂﬂﬂ1ﬁ¢lﬂﬁnﬁigﬂ?ﬂ Water-jet

a

3.4 INTNAVRINIANNHYIVAIVTIUNUAIVD S

v ' &
3!‘%137]?;7\19&19]9?\31Nﬁ1u1iﬂslﬂﬂ1§"llﬂ§ﬂ"llﬂ1ﬂl§

45 5
E , -
= 27
S s || :
-0.5 _\j::@-g \6;‘ \‘&\‘ ;@Q§§’ .\?}@b\ rbc}\}@\
- 4\'*& @\@ ‘Q\q'»
& s
&R
Cutting process

ﬂﬁ 15 mmmmmwummaa (R) UINUVOUARA

mmtwiazﬂizmumw‘fmng

Y
mﬂmimqﬂﬁauﬁummnmmaugmzﬁ’wmi
3 '
j"ﬂmmmwmmmﬁummaﬂ (R ) Iﬂﬂll’dﬂ\ﬂu

"lJ‘ﬁ 15 ﬂ?ii‘ku‘vﬂ1ﬂ1§'!‘ﬂ1 i‘]ﬂ!\ﬂl&WUWﬁUiL?ﬂ!

24

v X a V3
EL%13ﬁ’]ll’lﬁﬂll‘]J\iﬂ’]ﬂ'J’]lleJ’l‘]J‘U@\?WNW'Jf]@ﬂulﬂlllu

A

2 d7 FaluusnaaiudanouveueuAA (Burnish

=l a d’ 9 4‘! =1 %
zone) AMANUHIVAINUpaNoSeuNneuny
VSNUTIUUANND (Fracture zone) 1AFINTOUAD

sErINAINARoufUaIULAnnIANL hnens

[

Y
' Y a a o
noldinamsinasesuanluvaziimsvugil [7] A

waalugli 16 MAgraAINEg1IMIANNHEIDRHD

a ' v =2 o Y I (<
vsnadiuuanndgniu lnduaunulunis

£

a Jda a ' a A
WNTIZHONTNAVDIAIANNHETUAINNAD % HER

Burnish zone

> \
~ ——

~ 1.00 mm

d' a A =S a U
31]"11 16 NITINATDYUANHIDRAVIAVILIUTIU

HANWNVIGIIZNHIUNTZUIUNMSINIE FAIB LS

k4 1
Tunsaimnnunernarvesiiuiai ldeinmsda
Y
MIZFFUNUAIAIeSIaz Wire-EDM  Huua Ity
1 d" a A Y [ A A
YoIMANNANVHNUAIN IndiReenu Taslia1n
WounNAANUNETDAILS DU IUUANTNVO931012
SegY) Y w1 =~ o
n1danmaaizgaieus daulunsdimsdanizg
k4
A28 Water-jet 1dA1AUMEUY0INUAIT NAIVEL

JzMINNga



UNANNIY

NyasImmamaluladgaannssy YN 12 21fui 3 dueon - Sunay 2559

The Journal of Industrial Technology, Vol. 12, No. 3 September — December 2016

o o ' 1 a

910135 11ANUTURUTILTNINAIANURETURD
mAY (R) UTNUINILAUA % HER Asuaadlu
A ' = ] v o & ' '
U 17 wunludinun Iduanuduiusszriem
ANUMHIVHURAY (R) UTNIUFIZAUA1 % HER N

Faau Taonsaan1zFuaIuaIe Wire-EDM 1az

]
=~

e IdAA e ves iy nagee i
IndiRssfuafimanuneauiaia uansdamsg
Fuamiae Wire-EDM 18A1 % HER figanitdame
JFunudemrel  dunsdamzzsuauiae
Water-jet #41#AANMUMEIUAITIAFIIZIINT
gauAndu A1 % HER genhinsnzgsuaudas

o o ) ¢
NWUHFLUASNITAAAIYLALYOT

150
5 A
)
F 100 .
=
‘% A Wire-EDM g o
;’;- 50 — @ Laser
=2 B Water-jet
S
= @ Punch [Fracture]
0 T T T T T T T T 1
0 05 1 1.5 2 25 3 35 4 45

Surface roughness ; Ra [pm]

=

51U# 17 anuduiusseninamnnuveuAunde

(R) U3V VAALALAT %HER

aa A

A A a A
Lil't‘]w%15@1“?]qquﬂﬂqﬂwqiuﬂim‘ﬂquuﬂ‘ﬂﬁwa

= ¥ ) 4 9
vinmslasumlaslaseaieganiadinunerdos

dd’ A a
NIUNIIRICUNINGID

25

4. agiwa

NIZUIUNITIILFAIVIALTDS 11AZNITINIZIAIY
wusirarildifama/deunladdasaadeveiag
Tuusnaveugmsidwmaldmaiudaduuin
Gua‘ugmzLﬁumn%uﬁﬁﬂ%wmﬂuafJ'mnﬂﬁiafh %
HER Taomrnundaiiiududanalia % HER
ur Tiufianas daulunsdivesnszuiumsingg
&0 Wire-EDM 11ay  Water-jet %4 liidananonis
wasuulaslaseadevesiag luusnavengine
fufumamzgin i nuasweugneiiany

= o U Y = Y A d%’
i3 (R A1) cawalnia % HER Uuud Tduingau

5. dadanssuilsema

AoUv0YDUNTLAUNT AT UNUATDAYUIIN

u a

9 w o

dninnuneanusiuayunsive Iasansisyan
tonnIyIuIAIEn (adn.)(dayyitavn
PHD/0078/2552) 591891350 Ineduiin oo Tan13n
a @ A o o Aq Y Jd o < v
duAaTas 9109 NlvanueyATIzHiagmannal
< 1 1 o Aa
AU IGAAz AT IR Tus M A Y

MUY

6. 1ONE1301904
[1] P. Chen and K. Muammer, “Simulation of spring
back variation in forming of advanced high
strength steels”, Journal of Materials Processing
Technology 190(1-3), 2007, pp. 189-198.

F. Ozturk, S. Toros and S. Kilic, “Tensile and
spring-back behavior of DP600 advanced high
strength steel at warm temperatures” Journal of

Iron and Steel Research International 16(6), 2009,

pp- 41-46.



UNANNIY

[7]

NyasImmamaluladgaannssy YN 12 21fui 3 dueon - Sunay 2559

The Journal of Industrial Technology, Vol. 12, No. 3 September — December 2016

S.W Lee and D.Y Yang, “An assessment of
numerical parameters influencing spring back in
explicit finite element analysis of sheet metal
forming process”, Journal of Materials Processing
Technology 80-81, 1998, pp. 60—67.

K. Mori, Y. Abe and Y. Suzui, “Improvement of
stretch flangeability of ultra high strength steel
sheet by smoothing of sheared edge”, Journal of
Materials Processing Technology 210, 2010, pp.
653-659.

T. Sirinakorn, V. Uthaisangsuk and S.
Srimanosaowapak, “Effect of the tempering on
mechanical properties of dual phase steels”,
Journal of Metal, Materials and Minerals 24(1),
2014, pp. 13-20. (in Thai)

D.J. Thomas, “Effect of Mechanical Cut-Edges
on the Fatigue and Formability Performance of
Advanced High- Strength Steels”, Journal of
Failure Analysis and Prevention 12, 2012, pp.
518-531.

D.J. Thomas, “Understanding the Effects of
Mechanical and Laser Cut-Edges to Prevent
Formability ~Ruptures During Automotive

Manufacturing”, Journal of Failure Analysis and

Prevention 13,2013, pp. 451-462.

26

(8]

P. Chumrum, N. Koga and V. Premanond,
“Experimental investigation of energy and punch
wear in piercing of advanced high-strength steel
sheet”, The International Journal of Advanced
Manufacturing Technology 79, 2015, pp. 1035-
1042.
ISO/TS16630, ‘“Metallic materials-Method of
hole expanding test” Technical Specification,
2003, pp. 1-6.

V. Tangwarodomnukun, “Laser micromachining
processes to reduce the size of the HAZ”
[Online],Available:http://viboon.org/2010/10/31/
Laser micromachining processes to reduce the
size of the HAZ, 2010 (in Thai)

S.0. Al-Mashikhi, J. Powell, A. Kaplan and K.T.
Voisey, “Heat affected zones and oxidation
marks in fiber laser—oxygen cutting of mild
steel”, Journal of Laser Applications 23(4), 2011,
pp. 042003-1-042003-7.



