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1. Introduction

Significant improvements have been made in the numerical
simulation of metal forming processes in the last decade. An
accurate forming analysis can however only be made if, amongst
others, the friction conditions between the sheet material and the
tools are described accurately. In the majority of FE simulations a
simple Coulomb friction model is used. The Coulomb friction
model does not include the influence of important parameters
such as pressure, punch speed or the type of lubricant used. Hence,
a physical-based friction model which accounts for a varying
friction coefficient will enhance the accuracy of numerical forming
simulations [1-4].

Boundary lubrication is a common lubrication regime in sheet
metal forming. In this regime, a normal contact load is solely
carried by contacting surface asperities. The real area of contact,
playing an important role in characterizing friction, relies on the
roughness characteristics of both the tool and the workpiece
surface. The workpiece surface is liable to changes due to flattening
and roughening mechanisms, changing the real contact area.

The main flattening mechanisms during sheet metal forming,
which tend to increase the real area of contact, are flattening due to
normal loading, flattening due to sliding and flattening due to
combined normal loading and deformation of the underlying bulk
material. Roughening of asperities, observed during deformation of the
bulk material without applying a normal load to the surface, tends to
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decrease the real area of contact [5,6]. Most of the theoretical models
describing the flattening behavior of asperities continue the pioneer-
ing work of Greenwood and Williamson [7], who proposed an elastic
contact model that accounts for a stochastic description of rough
surfaces. Over recent years, modifications have been made to this
model to account for arbitrarily shaped asperities [8], plastically
deforming asperities [9,10], the interaction between asperities [8,11]
and the influence of stretching the underlying bulk material [12,13].
Another technique to describe the flattening behavior of asperities
relies on variational principles, first introduced by Tian and Bhushan
[14]. Variational principles account for the fractal behavior of rough
surfaces and include the long-range elastic coupling between contact-
ing asperities. Elastic perfectly plastic contact conditions, including the
unloading behavior of asperities, can be described using this approach.
Besides the analytically based models described above, techniques can
be used that account for a deterministic description of rough surfaces.
In conjunction with, for example, FE techniques, realistic 3D surfaces
can be examined under different loading and bulk straining condi-
tions. Korzekwa et al. [15] were one of the first who adopted a plane
strain FE approach to derive empirical relations for the description of
asperity flattening under combined normal loading and straining of
the bulk material. Although the FE approach has proven its applic-
ability in many engineering applications, simplifying assumptions
have to be made to ensure reasonable computation times with respect
to modeling 3D rough surface textures.

Compared to normal loading only, a further increase in real
contact area can be caused by sliding. The increase in real contact
area reduces the mean pressure at contact spots, accommodating
the additional shear stresses. The increase in real contact area is
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referred to as junction growth [16], and is a known phenomenon
for dry contacts [17-20]. In this case, the required shear stress to
initiate junction growth is introduced by the adhesion effect
between dissimilar materials. For lubricated contacts, a similar
effect such as junction growth has been observed by Emmens [21]
and Lo and Tsai [22].

Friction is caused by ploughing and adhesion between contact-
ing surface asperities. Wilson [23] and Challen and Oxley [24,25]
developed models to account for these effects. Wilson [23] treated
the effect of adhesion and ploughing on friction separately, while
Challen and Oxley took the combined effect of ploughing and
adhesion into account. Challen and Oxley deduced slip-line fields
to describe friction between one wedge-shaped asperity and a flat
soft workpiece surface. Friction between multiple tool asperities
and a flat soft counter surface can be obtained by describing the
tool surface in terms of stochastic parameters [8]. To establish
the translation from single asperity scale to multiple asperity scale,
the summit height distribution of the tool, the asperity density
and the mean radius of tool asperities are required. However, such
ploughing models tend to lose their applicability under high
fractional real contact areas. In these areas, tool asperities form
contact patches which penetrate into the softer workpiece mate-
rial [26,27]. The frictional behavior of the contacting surfaces now
depends on the geometry of the contact patches, rather than the
geometry of the individual asperities. In addition, the required
stochastic parameters are known to be dependent on the resolu-
tion of the measured surface texture [28]. Ma et al. [29] proposed a
multi-scale friction model that accounts for asperities forming
contact patches under high fractional real contact areas. A deter-
ministic surface description is used in their approach, which
excludes the use of a summit height distribution, the asperity
density and the mean asperity radius, and therefore excludes
possible scale dependency problems.

A boundary lubrication friction model is presented in this
paper. A friction framework has been developed that comprises
existing, adapted and newly developed models. Because micro-
mechanical friction models are generally regarded as too cumber-
some to be used in large-scale FE simulations, the choice of the
implemented models is a trade-off between accuracy and compu-
tational efficiency. This will yield a physically based friction model
that is still computationally attractive for use in large-scale
forming simulations. The framework distinguishes 3 stages. In
the first stage, the input step, surface characteristics and material
properties are defined. A method to measure 3D surfaces and an
experimental procedure to obtain model parameters is discussed.
Stage 2, the asperity deformation step, includes models to describe
surface changes due to normal loading, deformation of the under-
lying bulk material and sliding, see Section 2. The models are
based on a stochastic description of a rough workpiece surface in
contact with a flat tool surface, and provide an expression for the
fractional real area of contact. A non-linear work-hardening
normal loading model is presented which is based on energy
and volume conservation laws. Asperity flattening due to com-
bined normal loading and deformation of the underlying bulk
material has been described by the flattening model proposed by
Westeneng [8]. The increase in real contact area due to sliding is
captured by adopting the junction growth theory as proposed by
Tabor [16]. The final stage, the friction evaluation step, accounts for
the influence of ploughing and adhesion on friction. The contact
model of Ma et al. [29], which was originally developed to describe
friction in extrusion processes, has been adapted to model friction
in metal forming processes, see Section 3. In contrast to the
asperity deformation models, this model accounts for a determi-
nistic description of the rough workpiece and tool surface, in
which the calculated deformation of workpiece asperities in
stage 2 is used to adapt the surface texture of the workpiece.

The plateaus of the flattened workpiece asperities are assumed to
be perfectly flat, in which the harder tool asperities are penetrat-
ing. The summation of shear forces acting on individual contact
patches (collection of penetrating tool asperities) is used to finally
obtain the friction coefficient. The final section describes the
implementation of the boundary lubrication friction model in an
FE software code. Two deep drawing applications will be discussed
to demonstrate the applicability of the advanced friction model to
large-scale forming simulations.

2. Modeling the deformation behavior of rough surfaces

The models implemented within the asperity deformation step
are discussed in this section. First, the normal loading model is
discussed in Section 2.1. The influence of sliding on the real
contact area is outlined in Section 2.2. Finally, a model for
combined normal loading and deformation of the underlying bulk
material is discussed in Section 2.3.

2.1. Flattening due to normal loading

In most of the contact models the asperity density, the mean
asperity radius and the summit height distribution are used to
calculate the amount of asperity deformation, which was first
introduced by Greenwood and Williamson [7]. Summit based
stochastic parameters depend on the resolution of the scanning
method used. Westeneng [8] proposed an ideal-plastic contact
model that accounts for the surface height distribution instead of
the summit height distribution to describe rough surfaces. The
surface height distribution is based on measured surface points,
which excludes the use of summit based stochastic parameters. The
contact model proposed in this section is based on the normal
loading model described by Westeneng. The newly developed
contact model accounts for work hardening in deforming asperities.
Moreover, compared to the contact model of Westeneng, the shear
stress between crushing and raising asperities is accounted for.

A rigid and perfectly flat tool is assumed contacting a soft and
rough workpiece material. This is considered a valid assumption as
the tool surface is in general much harder and smoother than the
workpiece surface. The roughness texture of the workpiece is
modeled by bars, which can represent arbitrarily shaped aspe-
rities, see Fig. 1. The cross sectional area of these bars is taken to be
equal to the resolution of the measured (or digitally generated) 3D
surface texture. Three stochastic variables are introduced to make
the translation from micro-scale to macro-scale modeling of
contact: the normalized surface height distribution function of
the rough workpiece surface ¢,,(z), the uniform raise of the non-
contacting surface Uy (based on volume conservation) and the
separation between the tool surface and the mean plane of the
rough workpiece surface d;. The suffix L in d. and U, refers to
the normal loading step.

The crushing and raising behavior of deformed bars relies on a
proper description of the material behavior. In this paper, it is
assumed that the maximum pressure a bar can carry equals the
hardness H of the material. By approximation, the hardness H is
given by

H=Boy (M

with B~ 2.8 for steel materials [16]. The physically based iso-
thermal Bergstrom van Liempt [30-33] hardening relation is used
to describe the yield strength oy.

The total plastic strain € in the bars is related to the reference
height A. The reference height reflects an empirical length scale to
be determined from experiments (see Section 4). The reference
height is taken to be equal for all bars, see Fig. 1. By using A,
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Fig. 1. A rough soft surface crushed by a smooth rigid surface.

a definition for the strain € can be derived for bars in contact with
the tool and bars not in contact with the tool, see Eq. (2) and Fig. 1
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2.1.1. Energy conservation

The amount of external energy must equal the internal energy
in order to account for energy conservation. The amount of
external energy is described by the energy required to crush
contacting asperities. The internal energy is described by the
energy absorbed by the crushed bars, the energy required to lift
up the non-contacting bars and the energy required to shear bars
which have a relative motion to each other. The variables used to
describe the normal loading model are given in Fig. 1. A distinction
is made between bars in contact with the tool, bars which will
come into contact due to the raise of asperities and bars which
will not come into contact with the tool. The crushing height
is described by the variable Az while the raise of bars is described
by the variable Au. The number of bars in contact with the
tool is indicated by N with corresponding crushing heights
Az; (i=1,2,...,N). The number of bars coming into contact with
the tool due to a raise of non-contacting asperities is described by
N* with crushing heights Az; (j=1,2,...,N¥). Hence, the total
number of bars in contact with the tool after applying the normal
load equals N+N¥. The number of bars which will not come into
contact during the load step is indicated by N** with correspond-
ing raising heights Au; (I=1,2,...,N**). The total amount of bars
M =N+N*+N*,

The external energy depends on the total number of bars in
contact with the tool (N+N*). Normally, the non-contacting bars
would raise with a distance Au,, but due to the presence of the
tool, some of the bars are restricted to raise with a distance of Au;
only (see bar j in Fig. 1). A certain amount of external energy is
required to prevent a raise of Az; = Au;— Au;. The energy required
to indent contacting bars is given by

N+N*

Y Fnilzg 3)
k=1

N N*
Wexe = ¥ FniAzi+ ¥ FnjAzi=
i=1 j=1

with Fy = HAA where Hy is obtained by Boy . AA represents the
contact area of a single bar. In a later stage, the external and
internal energy equations will be written in stochastic form for
computational purposes. For this reason, Eq. (3) is rewritten in the

following form:

N+ N*
Ziiq FniAzg

Wext =Fno with o =
Fn

“)
In which Fy represents the total force and w the indentation factor.

The internal energy is the energy absorbed by the crushed bars
Wintan and the energy required to raise the non-contacting bars
Wineri. Shear stresses will be present between bars with a relative
motion to each other, introducing an additional energy term
Winesh to the equilibrium equation:

Wint = Wint,ab + Wint,ri + Wint,sh (5)

Knowing the definition of the deformation behavior of aspe-
rities (Eq. (1)), the absorbed energy Wiy, over N+N* crushed
bars can be written as

N+N* N+N*
Wintab = kzl HAz,AA=BAA /Zl oy Az (6)
= k =
or
. N+N*
Wint,ab = B€ with 5 =AA kZ O-y,kAZk (7)
=1

Since the contact area of the bars is taken to be equal to the
resolution of the scanned (or generated) surface texture, all bars
have the same contact area AA. The change in o, during crushing
of asperities should be accounted for as [ oy k(e) dAz, to describe
work-hardening effects properly. For computational efficiency, it is
assumed that this integral can be approximated by the generalized
midpoint rule, hence [ oy (¢) dAz, = oy (§€)Az;. If £ =0 the initial
yield strength is used, if £=1 the yield strength at the end of the
loading step is used. Since & only has an influence on the calculated
strain &, the same result could be obtained by changing the reference
height A (see Eq. (2)). The parameter £ has therefore been set to one,
knowing that the introduced error will be compensated by the
calibration procedure of A. Normal loading experiments will be
conducted to obtain a value of A by reducing the error between
experimental and model results. Results of the experiments and the
calibration procedure are discussed in Section 4.

Winesi is described by the sum of energy required to raise N*
bars which comes into contact with the tool after application of
the normal load, and to raise N** bars which do not come into
contact with the tool:

N N N* N
Wint‘ri :1’]( Z HAUJ‘AA+ Z HAUIAA) :i’]BAA( E (FyJ'ALlj‘l- E (ryﬁlAul)
i=1 1=1 i=h 1=

®)



J. Hol et al. / Tribology International 81 (2015) 112-128 115

or
N**
Wint,ri = 7]3/} with ﬂ = AA( Z UyJAU] =+ Z ay,Au,) (9)

Eq. (8) includes a persistence parameter # which describes the
amount of energy required to lift up the non-contacting bars [8].
A value of 7 = 0 means that no energy is required to raise the non-
contacting bars, a value of # =1 implies that the same amount of
energy is required to raise bars as to crush bars.

The shear term Wiy, describes the shear energy between
moving bars. Shear stresses only occur between bars which have a
relative motion to each other. These are bars indented by the tool
surface, surrounded by non-contacting bars which experience an
upward raise due to volume consistency. The additional energy
term is described by

Areal w
A )ns Z TohkAsh k ASk (10

nom

Wint,sh = (]

with ns representing half of the number of surrounding bars,
7o, the shear strength, Ay, the shearing area and As the shear
distance. ns equals 1 for a plane strain formulation and 2 for a 3D
formulation (only bars are accounted for that directly share
interfaces). Since the dimensions of the bars are extracted from a
scanned (or generated) surface texture, it is assumed that an
asperity is described by a cluster of bars. For this reason, 1 bar has
most likely not a relative motion with all surrounding bars, as it
belongs to a cluster of bars that are crushed together. Therefore,
only half of the surrounding bars are accounted for to calculate the
number of interfaces that are in relative motion. The shear
distance is described by As=z-—d; +U;, which represents the
sum distance between a raising bar (Up) and its neighboring
crushing bar (z—dy). It is assumed that the area over which shear
occurs can be described by the same distance, that is Ay, = wAs
with w being the width of a bar. The shear strength 7, can be
expressed in terms of the yield stress by zg, = So, with S=1/+/3
following the Von Mises yield criterion. Eq. (10) can now be
written as

Areal NN 2
Wint.sh =S(1- A nsw Z o-y,kASk (]])
nom k
or
- Areal N
Winesh =Sy withy = (1 Ao nsw 2 aykAsk (12)

As mentioned before, the energy equations will be rewritten in
stochastic form for computational reasons. By doing so, informa-
tion about neighboring bars is lost, requiring an expression in
terms of probabilities to describe the number of interfaces that
have a relative motion. The sum over N+N* bars in Eq. (10)
describes the number of bars that are crushed (or will be crushed)
rather than the number of interfaces in relative motion. If the real
area of contact A, = (N+N*)AA is large, the number of interfaces
in relative motion will be relatively low. That is, crushing asperities
will grow in size and eventually join together to form larger
asperities, decreasing the number of bars that have a relative
motion with surrounding (raising) bars. For this reason the factor
1—Aea/Anom is introduced in Eq. (10), with Apem = MAA. This
factor gives an indication of the probability that a crushing bar is
surrounded by raising bars, meaning that there is a relative motion
at the interface. For a high real area of contact this value is low,
representing a low probability that an indented bar is surrounded
by raising bars. On the other hand, for a low real area of contact
this value is high, representing a high probability that a bar is
surrounded by raising bars (although the total number of crushing
bars is low for low real area of contacts).

The deterministic variable @ can be regarded as an indentation
factor while the deterministic variables &, # and y can be regarded
as internal energy factors. The variable & represents the energy
required to crush contacting bars, / the energy required to raise
non-contacting bars and y the energy required to shear bars
which have a relative motion to each other. To make an efficient
translation from micro to macro contact modeling the determi-
nistic parameters have been described by stochastic parameters in
Appendix A. By doing so, all energy factors depend on the
statistical parameters U (raise of bars), d; (separation between
the tool surface and the mean plane of the rough surface) and the
normalized surface height distribution ¢, (z) (see Fig. 1). In
addition, w is a function of the normal forces acting on the bars
Fn(2). It is noted that an equal raise of bars Up has been assumed,
which corresponds to the experimental results of Pullen and
Williamson [10].

Balancing the total internal energy (Eq. (5)) with the external
energy (Eq. (4)) and introducing the nominal contact pressure
DProm defined as Fy/Anom, ﬁnally give

B (¢,,0
Poom = (51 ) 4o (3)

2.1.2. Volume conservation

Eq. (13) provides the relation between the nominal contact
pressure p,.m, the separation d; and the constant raise of the non-
contacting surface Up. Another equation is required to compute
the separation d; and raise U for a given normal load p,q-
Volume conservation is used for this purpose, which can be
written as

N

Z Az;AA = Z AuAA+ Z AujAA (14)
i=1

The equation for volume conservation can be written in
stochastic form using the stochastic expressions as given in
Appendix A

o0 d, — U dy,
Anom /d (@—di)epo(2) 42 = Anom / U@ () dZ+Anom /d (Ao~ 2y (2) dz
N — 00 L—-UL

15)

Taking a constant raise Up of the non-contacting asperities into
account, Eq. (15) can be rewritten as

Ul-an= [~ e-dipy@ dz (16)

The separation d; and the raise of the non-contacting surface
U, for a given normal pressure p,,, can be calculated by solving
(Egs. (13) and 16) simultaneously.

2.2. Flattening due to normal loading + sliding

The normal loading model as discussed in Section 2.1 is
adapted to account for sliding effects, which increases the real
contact area significantly. The initial value a2 is obtained from the
normal loading model. The subscript S refers to the influence of
sliding on the real contact area.

It is assumed that the increase in real contact area during
sliding is caused by two mechanisms. First, the normal loading
model assumes contact between a perfectly flat tool surface and a
rough workpiece surface, see Fig. 2a. Based on this assumption,
energy equations are solved to meet force equilibrium between
the applied load and the calculated real contact area. At a smaller
scale, however, the tool surface is also rough and the harder tool
asperities are penetrating into the softer (crushed) workpiece
asperities, see Fig. 2b. If sliding occurs, only the frontal area of a
penetrating tool asperity is actually in contact, see Fig. 2c.
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Fig. 2. Schematic view contacting tool asperities. (a) Rough crushed workpiece surface; (b) Zoom-in on rough tool surface; (c) Zoom-in single asperity scale.

Consequently, the real contact area must grow with a factor of
approximately 2 in order to satisfy force equilibrium. It is assumed
that the following relation holds:

al =202 17)

Moreover, if asperities are already plastically deformed by a
given normal load, they must grow when subjected to an addi-
tional tangential load (caused due to sliding). In the literature, this
mechanism is known as junction growth [16]. Based on the Von
Mises yield criterion, Tabor derived the following relation to
account for the influence of tangential loading on the real contact
area:

v=1/1+kpu? (18)

with v being the increase in fractional real contact area, y being
the friction coefficient and k being a constant shear factor. For a 3D
contact situation there is no theoretical solution for x and hence,
friction experiments are usually executed to determine this value.
To find the increase in real contact area v, an iterative scheme is
required since the proposed relation relies on the friction coeffi-
cient p(a). To find the friction coefficient y(a), a deterministic
ploughing model is used, as will be discussed in Section 3. Within
an iteration step the real contact area is calculated by ag“ =v"ad,
by which the friction coefficient p(as) will change in the next
iteration. The iterative procedure is repeated until \aQ“ —all<e,
where e is a predefined error threshold. If the error threshold is
satisfied, the indentation ds and raise of the surface Us is solved
from the definition of the real contact area (Eq. (A.6)) and volume
conservation (Eq. (16)). A Newton Raphson procedure is used for
this purpose. Us and ds are subsequently used to account for the
effect of bulk deformation on the real contact area, Section 2.3.

2.3. Flattening due to combined normal loading and stretching

When asperities are already in a plastic state under normal
loading, only a small stress in the underlying bulk material
(perpendicular to the loading direction) initiates further plastic
deformation of asperities. As a result, more indentation of con-
tacting asperities will occur and hence, the real contact area will
increase. In the literature, this is known as the decrease in effective
hardness due to bulk straining of the underlying material
[34,12,13]. The effective hardness Heg is defined as

pl‘lOl’l‘l

Her == % (19)

Westeneng [8] derived an analytical contact model to describe
the influence of bulk straining on deforming, arbitrarily shaped,
asperities. Analogue to the normal loading model, this model
considers contact between a flat hard surface and a soft rough
surface. Plastic material behavior is assumed without work-
hardening effects. The outcomes of the sliding model (Us, ds and
as), as discussed in the previous section, are used as the initial

values for U%, d° and a?. The subscript & indicates the variables
that are bulk strain dependent.

Westeneng derived the following relation to describe the
change in fractional real contact area a. as a function of the
in-plane strain &p:

da, da,

de,  d(Ue—dp) (20)
with | being the mean half spacing between asperities:
1
2./pwa (

in which p,, describes the asperity density of the workpiece
surface. The definition for [ is approximately true for surfaces with
no particular roughness distribution.

Sutcliffe [13] performed slip-line analysis to describe the
deformation of wedge-shaped asperities under combined normal
loading and straining of the underlying bulk material. Based on
slip-line results, Sutcliffe showed the relation between the velocity
parameter W and the characteristic slip-line angle y. y is bounded
by 0 <y <m/2 due to geometrical conditions. The expression of
the slip-line angle is given by [13]

_ Heg
Y ="k

with k being the shear strength of the workpiece material. The
expression for k follows from the Von Mises yield criterion under
pure shear, and is defined as k = H/B+/3. H is the initial hardness of
the material and B represents the hardness factor as discussed in
Section 2.1. Based on the slip-line results presented in [13],
Westeneng proposed in [8] the following semi-empirical relation
to describe the velocity parameter W as a function of the fan angle y

W = —0.184+1.21 exp(1.47y) (23)

(1-ae) (22)

The definition of the fractional real contact area (Eq. (24)) is
used to solve the differential equation in the right-hand side of Eq.
(20), see Eq. (25):

a- [ w , Pute) @2 24)

da. _ d ~ _
AU, o)~ AU, —d) Jy,_y, P @ 4= Pulde=Uo) (23)

Substituting Eq. (25) into Eq. (20) yields

dae
dep

W, (de —Up) (26)

To calculate the change in a,, the value of U, and d, needs to be
solved simultaneously while ¢, is incrementally increased. Based
on volume consistency and the fractional real contact area, a,, U,
and d, can be obtained by using a Newton Raphson procedure. For
readability purposes, the subscript & will not be used in the
remainder of this paper, hence @ = a., U= U, and d =d,.
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3. Determination of friction coefficient

Ma et al. [29] proposed a contact model that accounts for tool
asperities forming contact patches under high fractional real
contact areas. The model of Ma was originally developed for
extrusion processes, and is adapted to describe friction in sheet
metal forming. A deterministic description of the rough workpiece
and tool surface is accounted for, in contrary to the stochastic
description as used in the deformation models described in
Section 2. The contact model of Challen and Oxley [24,25] is used
to predict friction forces acting on individual contact patches,
Section 3.1. The model of Ma et al. is discussed in Section 3.2 to
describe the formation of contact patches between contacting
surfaces. Finally, the total friction force is obtained by the indivi-
dual contributions of all contact patches, see Section 3.3.

3.1. Single asperity friction model

Friction forces acting on individual contact patches are
described by adopting the contact model of Challen and Oxley
[24,25]. Challen and Oxley deduced 2D slip-line fields, assuming a
plane strain deformation state and ideal-plastic material behavior.
The authors proposed relations describing the steady-state friction
between a wedge-shaped asperity indenting into a softer flat
counter surface under cutting, ploughing and wear conditions.
The active mode can be determined by the so-called wear-mode
diagrams [35,24]. These diagrams describe the friction modes as a
function of the attack angle of a wedge-shaped asperity € and the
shear factor f, where the latter describes the shear strength of the
interfacial boundary layer over the shear strength of the plastic
deforming material (the workpiece material). A mathematical
description of all regimes is required since different contact
conditions occur during metal forming.

The cutting regime applies to sharp asperities that cause
material to be removed in the form of chips and therewith creating
a groove in the softer material. The expression for the friction
coefficient y in the cutting regime is given by Challen and Oxley
in [24]:

Heutting = tan (0 —3 m+%arccos(fe)) 27)

Ploughing is caused by blunt asperities causing material to shift
to the sides of the created groove, expressed by Eq. (28) [24]:

A; sin @+ cos( arccos(fc —0))

Hploughing =4 ~sin"0 1 sin (arccos(fc —6)) 28)
with
1 . sin (6)
A1 =1+=m+arccos(f) —20 —2 arcsin <7> (29)
T2 ‘ (A—fo'?

The wear regime is characterized by removal of deformed
material producing wear particles. The expression for the friction

coefficient in this regime is given in [24]:

{1—2sin Ay +(1—f2)!/?} sin@+fccos @

= 30
Hwear {1—2sin Ay+(1—f2)"/?} cos@—f¢ sin@ CO
with

1 1 . siné
Ay =1——m—=arccos f-+ arcsin| ———— 31
2 4 2 fC <(1 —fc)l/z) ( )

The value of the attack angle @ is determined based on the
contact model proposed in the next section. The shear factor f is
defined as 7/k. T describes the shear strength of the interfacial
boundary layer and k the shear strength of the plastic deforming
material. The boundary layer shear strength 7 is described by the
following form:

p n
=C(= 32
! <P0> G2

with the shear strength 7 and the constant C in Pa. p describes the
applied contact pressure and pg the reference pressure in Pa. Since
full plasticity is assumed during ploughing, the contact pressure p
equals the hardness H of the softer material, i.e. 7= C(H/py)".
An experimental procedure to obtain the parameters C and n is
presented in detail in [36].

3.2. Multiple asperity friction model

The multiple asperity friction model relies on the projection of
two deterministic rough surfaces onto each other. Since the model
makes use of one-to-one pixel mapping, both surfaces should be
equal in size and resolution. The surface texture of the virgin
workpiece material is adapted for the amount of flattening and
raise of asperities, which is calculated from the flattening models
discussed in Section 2. The plateaus of the flattened workpiece
asperities are assumed to be perfectly flat, in which the harder tool
asperities are penetrating. The separation between the mean plane
of the tool surface and the flattened peaks of the workpiece
surface is calculated based on force equilibrium, obtained by the
summation of the load carried by the formed contact patches.

Contact patches are determined by binary image processing
techniques. A contact patch is identified by a cluster of pixels
(penetrating into the softer counter surface) connected together
by either sharing pixel edges or by sharing pixel edges and pixel
corner points, see Fig. 3a. An elliptical paraboloid is fitted through
the height data of the contact patch to determine the attack angle
of the contact patch in sliding direction (see Fig. 3b and c). The
geometrical characteristics of the equivalent contact patch are
indicated in Fig. 3c.

The base of the elliptical paraboloid is approximated by an
ellipse having the same normalized second central moments as
the combined pixels of the patch [37], which is a common
technique used in image processing. The geometrical parameters
defining this ellipse are the major axis a and the minor axis b at

a b c
Contact patches ————/ = N
. ¢ i )
Yas 1 mE ‘\
LEESSEESEN NGEE72
X ] O _E/
[JT] —
[—_\:_/ O h
O [
O ,/ ~ O
Workpiece surface

Fig. 3. Schematic view contact patches [29]. (a) Definition contact patches; (b) Volume of a contact patch; (c) Geometrical characteristics.
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the penetration depth 8, and the orientation angle ¢ between the
horizontal and the major axis of the ellipse (see Fig. 3c).

The volume V; of the elliptical paraboloid, indented a distance
6 into the softer counter surface, is defined as

(33)

5 5 _
Ve = / 7d(2)b'(2) dz= / mab6-z) , _7abs _Awd
J0O Jo ) 2 2

with a'(z)=a./(6—2)/6 and b'(z)=b+/(6—2)/5 being the major
and minor axis of the elliptical paraboloid as a function of z
respectively. The area of the base ellipse is A = zab. The height
of the elliptical paraboloid is calculated such that the volume and
contact area of the representative paraboloid are the same as the
actual contact patch:

S= 2V _ zvcp _ 2pxpy Z?: 161'
Aell Acp npxpy

n

2
= E ; ;] 51' (34)

with n being the number of discrete surface points spanned by the
contact patch and p, and p, being the pixel size of the rough tool
surface. The suffix ‘ell’ refers to the elliptical paraboloid, the suffix
‘cp’ refers to the discrete contact patch.

The effective attack angle O.; between the elliptical paraboloid
and the counter surface, see Fig. 3c, is defined as

Qe = arctan <i—5> (35)

X

in which 26/ay is the tangent of the elliptical paraboloid in the
direction of sliding (at z=0). The characteristic length a, relies on
the geometry and orientation of the elliptical paraboloid,
expressed by

ab
ay =
\/(b cos )? +(asin @)?

(36)

From which the definition for the effective attack angle can be
obtained as
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25\/(b cos )? +(asin @)?
O = arctan b

The attack angle is used to obtain the friction force acting on one
contact patch according to Challen and Oxley. The model of
Challen and Oxley describes ploughing and adhesion effects in a
2D plane strain expression, interpreting the effective attack angle
0. as an infinite cylinder. A translation is therefore required to
capture the 3D nature of the contact patch into a 2D expression. To
satisfy this requirement, Hokkirigawa and Kato [35] introduced
the shape factor y to modify the effective attack angle 0., see
Eq. (38). They found values of y =0.8 by indenting a spherical
shaped indenter into brass, carbon steels and austenitic stainless
steels. However, sliding experiments should be executed for every
unique tool-workpiece combination for a reliable determination
of the shape factor y [35]:

25\/(b cos ¢)? +(asin (p)2>

(38)

6 = arctan ( ~ab

3.3. Calculation of friction coefficients

The aforementioned procedure is carried out for all contact
patches between the workpiece and the tool surface. Knowing the
effective attack angle of each contact patch in the direction of
sliding, the total friction force becomes the summation of all
individual contributions. The coefficient of friction is obtained by
dividing the total friction force by the total load carried by the

contact patches:

Fw XM u(OpAH
H=F= o AH ©9
with m being the number of contact patches and y; being the
friction coefficient of a single contact patch. The friction coefficient
Mi is described by (Eqgs. (27), 28) or (30), depending on the attack
angle 6 (Eq. (38)) and the shear factor f.

The anisotropy of contact patches is captured by this approach
as well. That is, if a different orientation of asperities is used, the
shape of the elliptical paraboloids will change. For isotropic
surfaces, one would expect circular shaped base ellipses (a~ b).
For anisotropic surfaces, however, ellipses with a higher ellipticity
(a>b) can be expected. This means that the direction of sliding
has an influence on the evaluated friction coefficient. Therefore, a
direction dependent friction coefficient can be obtained by this
friction model, which depends on the asperity orientation of both
the tool and the workpiece surface.

4. Model parameter determination

The accuracy of the boundary lubrication friction model
depends on a proper determination of input parameters. An
experimental method is presented in Section 4.1 to measure
representative 3D rough surface textures. Input parameters of
the micro-mechanical friction mechanisms discussed in Sections
2 and 3 are obtained by calibrating model results to experimental
results. The real contact area is used in Section 4.2 to quantify
parameters introduced by the normal loading models, the friction
coefficient is used to obtain parameters introduced by the plough-
ing model. Normal loading + stretching is not discussed in this
section as no empirical parameters have been introduced in the
stretching model. It is, however, noted that this model has been
experimentally verified by Westeneng in [8] and numerically
validated by Hol et al. in [4] and in [36]

4.1. Surface parameters

The boundary lubrication friction model requires both a deter-
ministic description and a stochastic description of the tool and
the workpiece surface.

3D surface scans are obtained by confocal microscopy measure-
ments. Fig. 4a and b shows a surface measurement on electro
discharged textured (EDT) sheet material and on a ground tool
surface. Measured surface textures must be corrected on two
aspects before they can be used for a friction analysis. First, errors
are introduced during the measurement represented by sharp
peaks, called spikes. A noise filter is required to remove these
spikes from the measurement data. A filter often used in the field
of image and signal processing is the median filter, a non-linear
digital filtering technique [38]. The results discussed in this paper
have been obtained by using a kernel size of 3, meaning that a
matrix of 3 x 3 points is used to determine the median of each
point. Second, a tilt or curvature might be present in the measured
surface texture due to the geometry of the specimen, or due to
misalignments of the specimen during the measurements. The
surface measurement should be corrected for these two aspects
since perfectly aligned surfaces are required to perform a friction
analysis. For this purpose, a 2nd order polynomial function is fitted
through the measurement data. The measurement data is shifted,
tilted and straightened to its origin by subtracting the polynomial
function from the measurement data. Corrected surfaces of both
the workpiece and the tool material are shown in Fig. 4a and b.

Moreover, a representative surface scan of both the tool
material and the workpiece material is required. Representative
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Fig. 4. 3D surface impression measured by confocal microscopy (a-b), height distributions for different pixel sizes (c-d) and height distributions for different measurement

areas (e-f).

means that a resolution is used which is fine enough, while the
size of the measurement area is large enough, to capture the most
important details of the surface. The representativeness of a
surface measurement is related to the surface height distribution
in this section. That is, given a finer resolution and a larger
measurement area the shape of a surface height distribution will
converge. For computational purposes, the measurement size and
pixel size is used for which the shape of the surface height
distribution is close to the converged shape.

Fig. 4c shows surface height distributions of the workpiece
surface for 4 different pixel sizes, using a measurement area of 1 x
1 mm. It is observed that the difference in surface height distribu-
tions is small for pixel sizes less than 2.2 pm. Hence, a pixel size of
22 pm is used in this paper. Fig. 4e shows surface height
distributions for 4 different area sizes. It is concluded that a
measurement area of 1 x 1 mm captures enough detail to ensure
a representative surface scan of the workpiece. The same analysis

has been performed on the tool surface, see Fig. 4d and f for the
pixel size comparison and measurement area size comparison,
respectively. A maximum pixel size of 0.18 pm and a minimum
measurement area of 0.4 x 0.4 mm ensure a representative surface
scan of the tool surface. However, due to computer resources, a
pixel size of 0.36 pm and an area of 0.4 x 0.4 mm are used. The
difference in measurement area and scanning resolution between
the tool surface and the workpiece surface is caused by the
difference in roughness values. Hence, the relatively smooth tool
surface (Sq=0.06 pm) allows a smaller measurement area and
requires a finer scanning resolution than the rougher workpiece
surface (Sq =1.9 pm).

The asperity deformation models discussed in Section 2
depend on a stochastic description of the rough workpiece surface.
This means that the surface height distribution of the workpiece
¢,, is used to make an efficient translation from micro-scale
contact modeling to macro-scale contact modeling. Moreover, to
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describe flattening of asperities due to combined normal loading
and straining of the underlying bulk material the asperity density
Pw 1s required.

The surface height distribution is obtained from 3D rough
surface measurements. Various methods exist to describe surface
height distributions by continuous functions, which is desirable for
efficiency reasons. Often a normal distribution function is used.
However, the surface height distribution of the undeformed
material is usually asymmetric, requiring a more advanced method
to approximate the surface height distribution. By using B-splines
[39,40], asymmetric surface height distributions can be approxi-
mated. The accuracy of the approximation depends on the order of
the splines and the number of splines used to construct the curve.
The B-spline function is used in this work to approximate surface
height distributions, for which 15 cubic splines have been used.

The second stochastic parameter is described by the asperity
density p,,. The location of asperities can be obtained by using a
3-point summit rule (for 2D line profiles) or using a 9-point
summit rule (for 3D surfaces) [41]. A summit refers to the tip of
an asperity, and is defined as a surface point which is higher than
its neighboring points. If the location and number of summits are
known, the asperity density can be obtained.

For the results discussed in this paper an exponential relation
has been used to express the asperity density as a function of the
nominal contact pressure [36], see Eq. (40) with p,,,, in MPa. That
is, the asperity density decreases for increasing nominal contact
pressures, as asperities are joining together under high fractional
real contact areas. Since the asperity density is a property of the
surface the coefficients given in Eq. (40) only hold for the work-
piece material as discussed in this paper:

friction [42,43]. It is, however, noted that the influence of tem-
perature could be accounted for by introducing temperature
dependent relations in (Egs. (1) and 32), and by conducting the
experiments as discussed in this section under elevated
temperatures.

The RFT consists of a stationary punch and a rotating workpiece
holder, see Fig. 5a. The workpiece holder is driven by a computer
controlled brushless servo drive with a low inertia reduction gear.
The punch consists of 3 small notches having a flat polished
contact area, aligned in one plane and positioned at the same
radius from the center of the punch. The tool is pressed on the
workpiece by a hydraulic actuator. The applied load to the work-
piece and induced torque due to sliding are measured by a load/
torque transducer. The feasible pressure range applied to the
notches depends on the nominal contact area of these notches.
By using a tooling with larger or smaller notch areas, the feasible
pressure range can be decreased or increased, respectively. The
tool is rotated over a user defined rotation angle after applying the
load. The conditions of the tests are listed in Table 1.

For the normal loading only case, the tool was pressed on the
workpiece till a specific pressure was reached. To investigate
the development in real contact area, pre-defined locations on
the workpiece have been scanned by 3D confocal microscopy
before and after the loading experiments. Fig. 5b shows an
example of the workpiece and the location of confocal measure-

Table 1
Process specifications RFT.

Pw = 1.49 x ‘103 exp(— 0,458pn0m)+3.14 Parameter Specification
x10%exp(— 0.0460p,,0m) (40) Blank material DC06 EN10130:2006
Tool material DIN 1.2379
Lubricant Quaker FERROCOAT @ N6130
. 3 Lubrication amount 0.6 g/m?
4.2. Parameter calibration Notch size S % 8mm
Punch center-notch radius 46 mm
The reference parameter A, the shear factor x and the shape Workpiece size 120 x 120 mm
factor y will be calibrated using a Rotational Friction Tester (RFT), Speed 10 mm/s
. Pressure 10,20,30,45,60 MPa
developed at Tata Steel [21]. Experiments have been conducted at Sliding angle 80°/ 120°
room temperature, excluding possible temperature effects on
a b
120
Loc 2 Sliding path Loc 1
Hydraulic \ £

actuator

/ Guide
Load/torque

/ transducer

— Punch

Rotating
sample holder

\ Reduction gear

— Servo motor

D92
120

Fig. 5. Impression RFT test set-up. (a) Rotational friction tester. (b) Workpiece sample for loading/sliding experiments.
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ments, indicated by ‘Loc 1". Measurements are performed on the
same location within an accuracy of 1 pm.

In the case of normal loading + sliding, the tool was rotated
20° with respect to the normal loading position (Loc 1), and
subsequently loaded and slided over a sliding angle of 80°. ‘Loc
2’ in Fig. 5b indicates the position where confocal measurements
have been performed.

Fig. 6a and b presents 3D measured surface textures showing
sliding-induced asperity deformation. The surface shown in Fig. 6b
experienced sliding under a load of 60 MPa in the negative y
direction. A significant amount of asperity deformation is
observed. Shallow ploughing tracks of the tool asperities are
clearly visible, e.g. the highlighted section in Fig. 6a and b.

A top view and cross sections of both the deformed and
undeformed surfaces are shown in Fig. 6¢c and d respectively.
Fig. 6¢ shows the undeformed surface asperities (gray) projected

121

on the flattened plateaus of the deformed surface asperities
(black). For this purpose, a threshold height equal to the amount
of deformation of the deformed surface has been used to cut-off
the undeformed surface asperities. By doing so, the black areas
visualize the deformation of surface asperities in the x and y
directions compared to the cross-sectional area of the undeformed
asperities. Fig. 6d shows cross sections in the x and y directions of
the undeformed (gray) and deformed surface (black). Contact
spots are indicated by locations where asperities have been
flattened. It can be observed that asperities are smeared out in
sliding direction (negative y direction).

Fig. 6e and f shows the initial surface height distributions
(dashed lines) and the surface height distributions of the
deformed surfaces (solid lines) for normal loading and sliding a
surface with 60 MPa. Fig. 6e corresponds to the normal loading
only case, Fig. 6f corresponds to the normal loading + sliding case.
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Fig. 6. 3D measured surface textures of the workpiece surface (a-b), indication direction and amount of surface deformation (c-d) and undeformed and deformed surface

height distributions for normal loading and sliding a surface with 60 MPa (e-f).
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Fig. 7. Development real contact area a,y due to normal loading and normal loading + sliding (a-b), the development in static and dynamic friction coefficients as a function
of nominal contact pressure (c) and a comparison between experimentally and numerically obtained friction coefficients (d).

For both cases, a peak is visible at the location where asperities
have been flattened by the tool. The height of the peak indicates
the amount of deformed surface points. The width of the peak
refers to the combined effect of tool asperity indentation and
springback of the crushed workpiece asperities after releasing the
tool from the workpiece. Since the surface height distributions
have been normalized, the area underneath the initiated peak is
used as a measure for the fractional real contact area a,,. This
fraction reflects the ratio between the surface points which have
been in contact with the tool and the total number of surface
points.

The fractional real contact area is determined by calculating the
area underneath the peak caused by deformation, starting from
the start of the peak till the right end of the curve. The relation
between nominal contact pressure and fractional real contact area
is shown in Fig. 7b for both normal loading only and normal
loading + sliding cases. Experimental results are expressed by
dots, the overall trend is fitted by a 2nd order polynomial function
(the black lines). It can be seen that the influence of sliding on the
fractional real contact area is significant. An increase by a factor of
3 is found over the complete range of nominal contact pressures.
For both cases, non-linear behavior of the real contact area as a
function of the loading/sliding pressure is observed. The non-
linearity is induced by work-hardening effects of the deformed
asperities, resulting in a lower than proportional increase in real
contact area with nominal contact pressure [21].

The reference parameter A, which was introduced in Eq. (2) to
account for work hardening effects, is used to fit the normal

loading model to the experimental results.! Results using different
values for A are shown in Fig. 7a. The value of A has been expressed
as a function of the RMS surface roughness parameter Sq. It can be
observed that the trend in fractional real contact area can be
predicted accurately when using a value of 4 =255, (mean error=
1.4% compared to the trend line).

The contact model proposed in Section 2.2 accounts for the
increase in real contact area due to sliding of contacting surfaces.
This model introduced the shear factor x, which modifies the
calculated tangential load between the contacting surfaces. The
value of k is usually determined based on experiments [17,19,44].
In this work, the real contact area obtained from normal loading +
sliding experiments is used to find a proper value of k. The
influence of k on the real contact area is shown in Fig. 7b. An
accurate prediction of the development in real contact area is
obtained if a value of 55 is used (mean error=1.5% compared to
the trend line).

Finally the shape factor y has to be fitted. The rotational friction
tester has been used to obtain the relation between the friction
coefficient and the applied nominal contact pressure. The friction
coefficient is derived from the measured load and torque, obtained
from the load/torque transducer. Experiments have been con-
ducted for different constant loading conditions. The static and

! From the confocal study, the raising of non-contacting asperities seems
negligible for this particular situation. Hence, the accompanying energy to lift
these asperities is negligible in this case as well. For simplicity reasons, the
persistence parameter is set to 0 when fitting A.
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dynamic friction coefficients as a function of nominal contact
pressure are shown in Fig. 7c. The markers show the experimental
values, the solid lines represent trend lines (based on a 2nd order
power law). The dynamic friction coefficient equals the averaged
value of the friction coefficient between a sliding angle of 20° and
100° in the RFT. Both the static and dynamic friction coefficients
decrease with increasing nominal contact pressure. This behavior
agrees with observations on coated steels by Emmens [21], on
coated and uncoated steels by Schedin [45] and on different steel
grades and aluminum alloys by Roll et al. [46] and Filzek et al. [47].
The decrease in friction coefficients can be explained by the
ploughing model, as will be discussed in Section 5.

The effect of y on the calculated dynamic friction coefficients is
visualized in Fig. 7d. Decreasing the shape factor y increases the
effective attack angle, resulting in higher friction coefficients.
Comparing analytical with experimental results shows that experi-
mental results can be predicted best by using a value of y =0.8
(which corresponds to the experimental value obtained by Hok-
kirigawa and Kato in [35]). Although the calibrated model over-
estimates the negative correlation between the friction coefficient
and the nominal contact pressure, the calculated friction coeffi-
cients are within the expected range of experimentally obtained
friction coefficients.

5. Application to forming processes

Two deep-drawing applications have been used to demonstrate
the applicability of the developed boundary lubrication friction
model to metal forming processes, i.e. a top-hat section and a
cross-die product (see Fig. 8). From practice it is known that
starvation of lubricant occurs in case a lubrication amount of 0.6 g/m?
is used, meaning that only boundary lubrication friction takes
place. To obtain friction in the boundary lubrication regime,
experiments have therefore been performed using a lubrication
amount of 0.6 g/m?.

Two strategies can be chosen for the implementation of the
boundary lubrication friction in FE software. One way is to
implement the friction model directly into the FE code, and solve
the friction model once a node of the workpiece contacts the tool
surface. However, this will yield a significant increase in computa-
tion time since all equations have to be solved for each node in
contact, for every time step of the FE simulation. A computation-
ally more efficient approach is to construct a friction matrix for a
predefined range of nominal contact pressures exerted on the
surface and strains occurring in the bulk material. This friction
matrix can be used as a look-up table in an FE simulation. An
additional advantage of this approach is the possibility to generate
friction matrices for specific metal-lubricant combinations. That is,
as the friction model accounts for material properties, lubricant
properties and surface characteristics, different metal-lubricant

a

combinations will result in different friction matrices. A friction
matrix has to be constructed only once for such a specific
combination, after which it can be used to describe friction in
different FE forming simulations.

For the two applications discussed in this paper the same
metal-lubricant combination was used and the tooling was
prepared identically (the same surface characteristics). As a result,
a friction matrix has been constructed only once and used in both
FE simulations. Fig. 9a shows calculated friction coefficients for a
pressure range of 1-60 MPa using a bulk strain of 0, 0.1, 0.2 and
0.3. The non-smooth development of friction coefficients is intro-
duced by the deterministic nature of the ploughing model.
Increasing the nominal contact pressure p,,, or increasing the
bulk strain & both result in decreasing friction coefficients, which
can be attributed to the increase in real contact area, see Fig. 9b.
Contact patches are joining together for increasing real contact
areas resulting in a decrease in effective attack angles and a
decrease in the number of active contact patches. Smaller attack
angles yield less resistance against sliding, resulting in lower
friction coefficients.

The strain in the bulk material is obtained by shell or solid
elements during the forming simulation, and is subsequently used
to find nodal friction coefficients from the friction matrix. The
nominal contact pressure is calculated by the contact algorithm of
the FE software.

For the FE simulations, the workpiece was meshed with
triangular discrete Kirchhoff shell elements using 3 integration
points in plane and 11 integration points in thickness direction.
Only a quarter of the product was modeled due to symmetry. The
tools are assumed rigid. The yield surface of the blank material
was described by the Vegter model [32] using the Bergstrom-Van
Liempt hardening relation [48]. Material parameters used to
describe the yield curve and hardening relation are given in
Table 2.

5.1. Top-hat section

The top-hat section (Fig. 8a) is formed by a strip drawn into a
simple U-shaped profile and is used in practice to, among other
things, establish the lubricating behavior of lubricants on (coated
and uncoated) blanks under realistic forming conditions. The top-
hat tooling consists of a punch, a die and a blankholder. The radii
of the die shoulder and the punch shoulder are 4 mm and 5 mm,
respectively. The punch has a width of 40 mm, the blankholder
and die have a width of 48 mm. Strips of 300 x 25 mm with a
thickness of 0.8 mm have been used. The punch stroke has been
set to 75 mm. The process specifications are listed in Table 3.
Experiments have been conducted using different blankholder
forces.

Fig. 10a shows a contour plot of friction coefficients at 55 mm
punch displacement. Results are shown for the lower side of the

Fig. 8. Pictures of metal forming processes discussed in this paper. (a) Top hat section. (b) Cross-die product.
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Fig. 9. (a) Development of the friction coefficient for different bulk strains. (b) Development of the real contact area for different bulk strains.
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Vegter parameter 0° 45° 90°
R-value 1.85 2.06 2.51
Uniaxial factor (f,,) 1.0 0.9947 0.9931
Plane-strain factor (fp) 1.2427 1.2476 1.1456
Plane-strain ratio (a) 0.5 0.5 0.5
Pure shear factor (fg,) 0.5720 0.5421 0.5002
Equi-biaxial factor (fy;) 1.1530

Equi-biaxial ratio (py;) 0.7770

Hardening parameter Value Unit
Initial static stress (o) 101.47 MPa
Stress increment parameter (don) 251.83 MPa
Linear hardening parameter (4,) 0.5

Remobilization parameter (w) 9.951

Hardening exponent (n) 0.75

Initial strain (ep) 0.005

Initial strain rate (¢) 108

Max. dynamic stress (of) 600 MPa
Temperature (t) 300 K
Dynamic stress power (p) 2.2

Activation energy (AGp) 0.8 ]
Boltzmann's constant (k) 8617 x 103 eV

Table 3
Process specifications top-hat section and cross-die product.

Parameter

Specification

Blank material

Tool material

Lubricant

Lubrication amount

Specific parameters top-hat:
Blank geometry
Blankholderforce (Fpps)
Punch velocity (Vpunch)
Drawing depth

Specific parameters cross-die:
Blank geometry
Blankholderforce

Drawing velocity

Drawing depth

DCO06 EN10130:2006

DIN 1.2379

Quaker FERROCOAT @ N6130 (14- = 23 mPas)
0.6 g/m?

300 x 25 x 0.8 mm

10 kN, 17.5 kN and 25 kN
20.0 mm/s

75 mm

260 x 260 x 0.8 mm

120 kN, 150 kN and 170 kN
25 mmy/s

60 mm

blank, representing the side of the blank in contact with the die.
The gray area indicates that there is no contact, hence no friction
coefficients are calculated for this region. Zooming-in on the
contact zone shows a variation in friction coefficients from the
flat die region towards the die shoulder. The evolution of friction

coefficients is mainly dominated by the variation in nominal
contact pressures within this region, since strains within the blank
are relatively low. The evolution of friction from the die region
towards the outlet of the die shoulder can be explained by the
areas A1-A3 (see Fig. 10a). In area Al, the blankholder force is
carried over a large area within the die region, resulting in low
nominal contact pressures and subsequently higher friction
coefficients compared to values found within the die shoulder
(u~0.17). This observation can be directly correlated to the
calculated friction coefficients in Fig. 9a. In area A2, the nominal
contact pressure increases towards the die shoulder, decreases at
the middle and increases again towards the outlet. This region is
characterized by sliding under high nominal contact pressures and
surface strains due to bending and unbending of the blank. The
relatively high nominal contact pressures yield friction coefficients
around g ~ 0.11. Somewhat higher friction coefficients are found
at the middle of the die shoulder (=~ 0.12) due to a decrease in
nominal contact pressures. In A3, the reduction in nominal contact
pressures near the edge of the blank is caused by anticlastic
bending, resulting higher friction coefficients (u ~ 0.13).

The experimentally and numerically obtained punch force-
displacement diagrams are compared in Fig. 10b and c. Experi-
ments have been conducted using a punch velocity of 20 mm/s,
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Fig. 10. Impression of numerically obtained friction coefficients top-hat section at 55 mm punch displacement (a) and experimentally/numerically obtained punch force-
displacement diagrams for different blankholder forces (b-c) for 0.6 g/m? of lubricant (Vpynch =20 mm/s and Fype = 25 kN).

lubricated with Quaker N6130. A lubrication amount of 0.6 g/m?
was applied to the sheet surfaces before executing the experi-
ments. Fig. 10b shows that the punch force evolves to a steady-
state value for all experiments. The small variation in punch forces
between triplicates demonstrates the good repeatability of the
experiments. As can be seen, the trend of the experimental punch
force-displacement diagrams can be predicted precisely by using
the proposed boundary lubrication friction model. The simulation
time increases by less than 3% compared to using a Coulomb
friction model.

Fig. 10c shows a comparison between the experimental results
and the FE results using the classical Coulomb friction law. The
value of the (constant) friction coefficient is generally unknown in
advance and is often adapted based on a trial-and-error approach
to mimic experimentally obtained punch forces. The same fitting
philosophy is used here, where the Coulomb friction coefficient is
obtained by minimizing the error between model and experi-
mental punch forces using a blankholder force of 10 kN. The resulting

friction coefficient is u =0.155. However, when the blankholder
force is increased, the FE results and experimental results start to
deviate when using this value for y. In other words, to describe the
punch force-displacement curve, the friction coefficient has to be
refitted for each used blankholder force. However, a good agree-
ment for all three blankholder forces is obtained using the
advanced friction model.

5.2. Cross-die product

The cross-die product is a product designed by Renault [49], see
Fig. 8b. The cross-die product mimics process conditions of
automotive parts, introducing complex stress—strain paths in the
material and changing contact conditions during forming.

The cross-die tooling consists of a cross-shaped punch,
blankholder and die, see Fig. 11a. The dimensions of the blank
are 260 x 260 mm having a thickness of 0.8 mm. The punch stroke
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Fig. 11. Schematic view and distribution of friction coefficients (a-b), zoom-in on local process conditions in the blankholder region (c-d) and zoom-in on local process
conditions in the punch region (e-f) (punch displacement =60 mm, lubricant amount =0.6 g/m?, Vpunch =25 mmy/s and Fppe = 150 kN).

has been set to 60 mm. Process settings of the cross-die experi-
ment are listed in Table 3.

Fig. 11b shows the distribution of friction coefficients at 60 mm
punch displacement. Results are shown for the side of the blank in
contact with the punch. Friction conditions are influenced by the
strains within the sheet material and nominal contact pressures
between the tooling and the blank. The distribution of strains and
nominal contact pressures are shown in Fig. 11c and d for the
punch region and in Fig. 11e and f for the blankholder region. In

the blankholder region, relatively low strains and pressures are
found. This results in a near constant distribution of friction
coefficients around g ~0.18, see Fig. 11b. The strain within the
blank increases significantly towards the blankholder shoulder,
yielding a decrease in friction coefficients in this region towards
4 ~0.14. A significant variation in strains and nominal contact
pressures can be observed in the punch region, see Fig. 11e and f.
The highest strains and nominal contact pressures are found at the
punch corners, where friction coefficients decrease towards y ~ 0.11.
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Fig. 12. Punch force-displacement diagrams different blankholder forces, lubrication amount =0.6 g/m? and Vpunch = 25 mmy/s. (@) Results obtained by using the advanced

friction model. (b) Results obtained by using the Coulomb friction model.

Away from the punch corners, lower strains and nominal contact
pressures are observed, consequently leading to higher friction
coefficients.

Fig. 12 shows numerically and experimentally obtained punch
force-displacement diagrams for different blankholder forces. It is
observed that the trend in the development of punch forces is in
good agreement with the experimental results (see Fig. 12a).
Punch forces are slightly overestimated for punch displacements
between 10 mm and 60 mm. The overestimation can be caused by
the boundary lubrication friction model, but also by the material
model used during the forming simulation. That is, in the cross-die
sample the material is much more kinematically constrained than
in the top-hat section, reducing the relative influence of friction on
punch forces. Although an overestimation in punch forces is
predicted for all blankholder forces, overall trends are predicted
correctly. The simulation time increases by less than 2% compared
to using a Coulomb friction model.

Fig. 12b shows a comparison between numerical and experi-
mental punch forces when using the Coulomb friction model.
A constant friction coefficient of ;1 = 0.16 was used. This value has
been obtained from fitting the numerical punch force results to
the experimental punch force results when a blankholder force of
120 kN was used. The overall trend is predicted correctly, and
corresponds to the trend found when using the boundary lubrica-
tion friction model. However, as for the top-hat section, increasing
the blankholder force increases the gap between experimental and
numerical punch forces.

6. Conclusions

A physically based multi-scale friction model has been devel-
oped to describe friction in the boundary lubrication regime. As an
input, the model requires 3D tool and workpiece surfaces and
specific model parameters. Both the change in surface topography
due to loading, sliding and straining actions, and the evolution of
friction due to ploughing and adhesion effects is taken care of. An
efficient coupling with FE forming simulations has been made by
generating friction matrices for a predefined range of nominal
contact pressures and strains.

Two deep-drawing applications have been discussed. During
forming, local friction coefficients depend on location and time,
and rely on external process settings like the blankholder force. An
excellent prediction of the punch force is made for a simple-shaped
metal product using the advanced friction model. For complex-shaped
products the same frictional trends are found as for simple-shaped

products. However, the description of the material behavior itself
becomes increasingly important, reducing the relative influence of
friction.

Numerical results obtained by the boundary lubrication friction
model have been compared with results obtained by using the
Coulomb friction model. A fitted constant friction coefficient has
been used for the Coulomb model. This value only holds for a
specific forming process, and depends on the process settings
used, like the blankholder force. In order to make an accurate
prediction of punch forces, the Coulomb friction coefficient must
be adapted for each specific process setting. Contrary to the
Coulomb friction model, the advanced friction model does not
require any adaptions to the original input data when process
settings are changed. Input data is obtained by the calibration
presented in this paper and used as such in the FE forming
simulations. This clearly demonstrates the increased predictive
capabilities of the FE simulation when using the boundary lubrica-
tion friction model.
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Appendix A

The deterministic parameters w, & f and y in Eq. (13) are
described by stochastic parameters to make an efficient translation
from micro to macro contact modeling. The normalized surface
height distribution ¢,,(z) has been introduced for this purpose
(see Fig. 1). In the limit of an infinite number of bars, the following
expressions hold:

Fn = BAnom / - oy(2)p(2) dz
d U

N )
AA Y AzizAnom/ (z—dpv),,(2) dz
dy

i=1

N* ~dy
AA Y, Azj=Anom /d ” (z—dL+Up(2) dz
JdL —UuUL

j=1
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N* dy
AA‘Z Auj=Anom/d ” (d.—2)¢,,(2) dz

j=1

N** di U,
AA E Au, =An0m/ UL¢W(Z) dz

=1 — o0
N+N* 00

nw 3 As, =L / Z—di+UD)py,(2) dz (A1)
k=1 dy—Up

with Apom = MAA and L = Mnsw.
The energy factors, in deterministic and stochastic form, can
now be written as

" SNV Az f7 0y@)E—d)dy @) dz+ iy, oy@@—dL+UDpy(2) dz

Fn Jar v, Oy@)y(2) dz
(A2)
N+N* )
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k=1 dy.
dy
+ /d oy(@2)(z—di+ UL)¢W(Z)dZ> (A3)
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= Anom ( / oy(@2)(dL—2)¢,(2) dz+ / oy UL (2) dZ>
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where the following relation has been used:
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In which the fractional real contact area a; has been introduced.
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