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Abstract: In this study, the plastic anisotropy distribution of an extruded 7075 aluminum alloy thick
plate was evaluated through small-cube compression tests. The extruded plate with a thickness of
15 mm was divided into five layers in order to verify the difference in plastic anisotropy along the
thickness direction of the extruded thick plate. Small-cube specimens with a side length of 1 mm
were extracted from each layer and subjected to compression tests in each direction to evaluate the
directional r-values of the extruded material. The r-values were applied to Hill’s quadratic yield
criterion to calculate the six coefficients for each layer. To consider the plastic anisotropy in the
thickness direction, a finite element model divided into five layers in the thickness direction was
applied. Upsetting tests were conducted to verify the accuracy of the finite element analysis using
cube specimens with a side length of 15 and 10.6 mm, and the results of the finite element analysis
and the upsetting test were compared and analyzed against each other. Consequently, the finite
element analyses were precisely simulated the upsetting test results.

Keywords: plastic anisotropy; AA7075; FEM; extruded plate; lightweight

1. Introduction

Recently, the conversion of an internal combustion engine vehicle into a new electric
one is progressing. However, electric cars use large battery packs that increase body
weight. Reducing the weight of parts is necessary for staying competitive in the automobile
market. High-strength aluminum alloy has higher specific strengths and appropriate
formability when compared with steel. Therefore, it is considered as one of the alternative
materials for vehicle weight reduction. In the past, aluminum alloy extrusions were
mainly used as building materials. However, as the aluminum alloys with improved
strengths to replace steel are being developed, their usage for automotive applications
is gradually increasing [1–5]. Aluminum alloy parts are manufactured mainly through
sheet and press forming, and bulk forming, such as forging and extrusion. However, the
material that undergoes plastic deformation, such as extrusion has strong plastic anisotropy,
which varies the mechanical properties depending on the direction and position due to
texture changes [6]. Therefore, the plastic anisotropy of extruded products is an important
factor in post-extrusion forming [7]. In particular, it has a great effect on the forming
process with a large deformation [8]. In order to characterize the anisotropic properties,
a many studies have been conducted using numerical models through various functions.
Hill [9,10] proposed a quadratic yield criterion with anisotropic coefficients that enables
the numerical expression of anisotropy. Later on, many anisotropic yielding functions have
been suggested by Hill [11,12], Barlat [13,14], Karafillis [15], and Bassni [16]. However, the
aforementioned studies have mainly focused on the examination of rolled sheets. There
have been few studies on the plastic anisotropy in the forming of bulk metals such as
extrusion [17].
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High strength aluminum alloys, such as AA7075, can be potentially used for vehicle
components made of steel. AA7075 alloy shows a poor formability that limits its appli-
cations in the automotive industry [18–20]. Therefore, more care is needed for process
optimization considering the anisotropic features mentioned above. Moreover, since ex-
truded materials have difficulties in evaluating anisotropy through tensile tests due to their
dimensional constraints, it is also necessary to consider appropriate mechanical tests. In
this study, the deformation behavior of cube-shaped specimens taken from AA7075 alloy
extrusions was examined through finite element analysis using Hill’s quadratic yield crite-
rion. The Hill’s quadratic yield criterion is a function that utilizes the anisotropy coefficient
derived through tensile tests. In order to evaluate the three-dimensional anisotropy of
extrusion, it is also necessary to take the specimen along the thickness direction, while
this can be difficult depending on the thickness of extruded plates. To solve this problem,
the yield function calculation using the compression test proposed by Pohlandt et al. [21]
was applied. For the determination of localized plastic anisotropy in extrusion, the plastic
anisotropy coefficient of extruded material divided into five layers in its thickness direction
was derived on the basis of a small-cube compression test proposed by Terano et al. [22,23].
A finite element modeling which reflects the three-dimensional plastic anisotropy of ma-
terial was carried out by applying the plastic anisotropy coefficient in the form of Hill’s
quadratic yield criterion to each layer in the thickness of extruded plates, and the accuracy
of models was examined by performing a precise FE analysis on the upsetting process
of specimens.

2. Evaluation of Local Anisotropy for Extruded Plate
2.1. Description of Examined Material

The material tested in this study was 7075 aluminum alloy extruded at 450 ◦C and
with an extrusion speed of 1 mm/s and a thick plate of rectangular cross section with a
width of 105 mm and a thickness of 15 mm. With regard to the coordinate system of plate,
the extrusion direction (ED), transverse direction (TD), and height direction (HD) were
defined as X, Y, and Z axes, respectively, as can be seen in Figure 1. According to previous
reports [6,24], the 7075 aluminum alloy billet has a random texture distribution, while it
shows X-axial symmetric texture after the extrusion.
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Figure 1. Extruded 7075 aluminum alloy thick plate.

2.2. Lankford’s Value and Hill’s Quadratic Yield Criterion

Lankford’s value (r-value), which is defined as the ratio of in-plane strain (εw) to
through thickness strain (εt) in the tensile test, is generally used to describe the plastic
anisotropy of material.

r =
εw

εt
(1)

Since a compression test was performed in this study, the r-value was determined
based on the true strain ratio of compressed specimen. For instance, if the extrusion direc-
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tion (X-axis) is given as 0◦, the r-values are expressed as Equations (2) and (3), assuming
that the compression test is performed through 0◦ and 90◦, respectively.

r0 =
dεy

dεz
= z0 (2)

r90 =
dεx

dεz
= z90 (3)

Hill’s quadratic yield criterion was used to describe the anisotropy of the extruded
plate. Assuming that the axis of plastic anisotropy is aligned with the X, Y, and Z directions
of extruded plate, respectively, the Hill’s coefficients can be obtained through simple calcu-
lations from the r-values. In addition, the use of Hill’s yield criterion allows the numerical
expression of plastic anisotropy along the direction and to derive anisotropic constants
through compression tests. The Hill’s quadratic yield criterion has the following form:

2f
(
σij
)
= F

(
σy − σz

)2
+ G(σz − σx)

2 + H
(
σx − σy

)2
+ 2Lτyz2 + 2Mτzx2 + 2Nτxy2 = 2C2 (4)

where F, G, H, L, M, and N are the coefficients characterizing plastic anisotropy.
Additionally, C is a yield stress in a certain specific direction. F, G, H, L, M, and N are
determined from the Equations (5)–(7) on X, Y, and Z planes, respectively.

Xα =
[

F + (2L − G − H − 4F)sin2αcos2α
]
/
(

Gsin2α + Hcos2α
)

(5)

Yβ =
[

G + (2M − H − F − 4G)sin2βcos2β
]
/
(

Hsin2β + Fcos2β
)

(6)

Zγ =
[

H + (2M − F − G − 4H)sin2γcos2γ
]
/
(

Fsin2γ + Gcos2γ
)

(7)

where α, β, and γ are the angles of compression directions. The F, G, H, L, M, and N are
calculated by the following Equations (8)–(12).

F = X0H = H/Z90 (8)

G = Y90H = H/Z0 (9)

L = (0.5 + X45)(1/X0 + 1/X90)F = (0.5 + X45)(1 + 1/Z0)H, (10)

M = (0.5 + Y45)(1/Y0 + 1/Y90)F = (0.5 + Y45)(1 + 1/Z90)H (11)

N = (0.5 + Z45)(1/Z0 + 1/Z90)H (12)

where H is obtained through the Equation (13) derived from the Equations (4), (8) and (9).

H = 2Z0Z90/(Z0 + Z90) (13)

2.3. Small-Cube Compression Test

In this study, it was difficult to fabricate tensile specimens in the thickness direction
because the extruded plate examined had a thickness of 15 mm. Therefore, deriving the
r-value along the thickness direction was limited. However, the small-cube compression
test proposed by Terano et al. [22,23] made it possible to measure the coefficient of plastic
anisotropy in the thickness direction. In order to examine the anisotropy change in the
thickness direction, the plate was divided into 5 layers in its thickness direction. Consider-
ing the symmetry of texture, the cube specimens with a side length of 1 mm were machined
in only 3 layers from the center of thickness.

Figure 2 shows the position and orientation of small-cube specimens for the compres-
sion test. A total of 27 specimens were taken based on each of the 3 directions from 3 layers.
Loading directions for the small-cube compression test in one layer are shown in Figure 3.
According to the report by Togh et al. [25], the accurate r-value cannot be obtained at the
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compression ratio over 50%. Therefore, the compression ratio for the test was limited
to 50%.
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2.4. Results of Small-Cube Compression Test

The deformed shapes of specimens depending on Y0, Y45, and Y90 directions after the
compression test are given in Figure 4. The lengths in each direction for the compressed
specimens were measured based on different criteria to evaluate the normal strains. As a
result, the measurements from the center of specimens showed remarkable consistencies
between experimental results and simulation. Therefore, the normal strains in this study
were calculated from the length measurements based on the center of specimens. The
r-values depending on layers calculated from the strain length of specimens after the
compression test are shown in Table 1. When the plastic anisotropy coefficient is greater or
less than 1, it is considered as an anisotropic material. As a result of the test, the r-values
were determined as 1.27 in Y0, 1.46 in Y45, and 1.54 in Y90, respectively. From the values, it
is confirmed that the extruded 7075 aluminum alloy plate has a plastic anisotropy. Figure 5
shows the changes in r-values depending on the angles in each layer. Even in the same
compression direction, different r-values were obtained depending on the layer, indicating
that the anisotropy varies depending on the location.
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Table 1. Measured values of compressed small-cube specimens.

Position Value

Top layer

X0 X45 X90

εz 0.40 ε135 0.33 εy 0.34
εx 0.35 εx 0.42 εx 0.46

r-value 1.14 r-value 0.79 r-value 0.74

Y0 Y45 Y90

εx 0.46 ε135 0.44 εz 0.44
εy 0.34 εy 0.29 εy 0.30

r-value 1.35 r-value 1.52 r-value 1.47

Z0 Z45 Z90

εy 0.30 ε135 0.33 εx 0.35
εz 0.44 εz 0.40 εz 0.40

r-value 0.68 r-value 0.83 r-value 0.88

Intermediate layer

X0 X45 X90

εz 0.40 ε135 0.35 εy 0.33
εx 0.36 εx 0.41 εx 0.45

r-value 1.11 r-value 0.85 r-value 0.73

Y0 Y45 Y90

εx 0.45 ε135 0.42 εz 0.46
εy 0.33 εy 0.29 εy 0.31

r-value 1.36 r-value 1.45 r-value 1.48

Z0 Z45 Z90

εy 0.31 ε135 0.32 εx 0.36
εz 0.46 εz 0.43 εz 0.40

r-value 0.67 r-value 0.74 r-value 0.90

Central layer

X0 X45 X90

εz 0.40 ε135 0.34 εy 0.33
εx 0.39 εx 0.41 εx 0.42

r-value 1.03 r-value 0.83 r-value 0.79

Y0 Y45 Y90

εx 0.42 ε135 0.41 εz 0.45
εy 0.33 εy 0.28 εy 0.29

r-value 1.27 r-value 1.46 r-value 1.54

Z0 Z45 Z90

εy 0.29 ε135 0.33 εx 0.39
εz 0.45 εz 0.46 εz 0.40

r-value 0.65 r-value 0.72 r-value 0.98
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2.5. Local Anisotropy for Extruded Plate

By substituting the r-values derived from the compression test into Equations (8)–(13),
the Hill’s coefficients were calculated. The C value calculated by Equation (4) is given in
Table 2.

Table 2. Coefficients of Hill’s anisotropic yield criterion in three different layers for AA 7075 thick plate.

Position F G H L M N C

Top layer 0.88 1.28 0.77 2.43 3.31 2.65 σ = 500.8ε0.0582

Intermediate layer 0.86 1.27 0.77 2.59 3.17 2.49 σ = 529.8ε0.0652

Central layer 0.80 1.23 0.78 2.63 3.11 2.43 σ = 544.9ε0.0648

3. Influence of Plastic Anisotropy on Bulk Forming

Upsetting tests were performed in various directions to investigate the deformation
behaviors of extruded thick plates during bulk forming. The specimens used in the test are
two types of cubes with side lengths of 15 and 10.6 mm, respectively. The cube specimen
with a side length of 15 mm was considered to examine the deformation behavior in the
Z0, Z45, and Z90 directions. The compression ratio was determined as 30% before cracking
through a number of tests. In addition, the deformation behavior in the direction rotated by
45◦ with respect to the x and y axes was examined using the specimen with a side length of
10.6 mm under a compression ratio of 40%. The location and direction where the specimens
were taken with the compression direction are shown in Figure 6.
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Figure 6. Orientations of specimens and loading directions for upsetting test: (a) 15 mm cube specimens (Z0, Z45, Z90 ), (b)
10.6 mm cube specimens (X45, Y45).

The shapes of specimens after the upsetting tests are shown in Figure 7. The lengths
of deformed specimens are given Figure 8, indicating that the deformation behavior varies
depending on the compression direction. In the case of the Z0 test, a barreling was observed
on the xz plane, while a waistline shape appeared on the xy plane. In the upsetting test
along the Y45 direction, the asymmetric deformation behavior was found.



Metals 2021, 11, 641 7 of 10Metals 2021, 11, x FOR PEER REVIEW 7 of 11 
 

 

(a) (b) (c) (d) (e) 

Figure 7. Deformed shape of cube specimens after upsetting test: (a) 𝑍 , (b) 𝑍 , (c) 𝑍 , (d) 𝑋 , (e) 𝑌 . 

  
(a) (b) 

Figure 8. Comparisons of measured lengths of compressed cube specimens: (a) 15 mm cube, (b) 10.6 
mm cube. 

4. Simulation of Thick Plate Upsetting 
4.1. FE Modeling of Cube Specimens Considering Plastic Anisotropy 

Finite element analysis for the upsetting process of AA 7075 extruded plate was con-
ducted using DEFORM-3D, which was developed by SFTC (Columbus, OH, USA). In or-
der to reflect the asymmetry shown in the aforementioned results of the upsetting test, the 
analysis was carried out using full models, as can be seen in Figure 9. In addition, to apply 
the anisotropy that varies along the thickness direction, the finite element mode was di-
vided into 5 layers in the thickness direction. The plastic anisotropy values for each layer 
shown in Table 2 were input. The compression ratio in the upsetting analysis was set to 
30% in the 15mm cube and 40% in the 10.6 mm cube, as in the upsetting test. The shear 
friction coefficient between cube and dies was defined as 0.12. 

 
 

(a) (b) 

Figure 9. FE model of cube specimens considering plastic anisotropy: (a) 15 mm cube, (b) 10.6 mm cube. 

  

Figure 7. Deformed shape of cube specimens after upsetting test: (a) Z0, (b) Z45, (c) Z90, (d) X45, (e) Y45.

Metals 2021, 11, x FOR PEER REVIEW 7 of 11 
 

 

(a) (b) (c) (d) (e) 

Figure 7. Deformed shape of cube specimens after upsetting test: (a) 𝑍 , (b) 𝑍 , (c) 𝑍 , (d) 𝑋 , (e) 𝑌 . 

  
(a) (b) 

Figure 8. Comparisons of measured lengths of compressed cube specimens: (a) 15 mm cube, (b) 10.6 
mm cube. 

4. Simulation of Thick Plate Upsetting 
4.1. FE Modeling of Cube Specimens Considering Plastic Anisotropy 

Finite element analysis for the upsetting process of AA 7075 extruded plate was con-
ducted using DEFORM-3D, which was developed by SFTC (Columbus, OH, USA). In or-
der to reflect the asymmetry shown in the aforementioned results of the upsetting test, the 
analysis was carried out using full models, as can be seen in Figure 9. In addition, to apply 
the anisotropy that varies along the thickness direction, the finite element mode was di-
vided into 5 layers in the thickness direction. The plastic anisotropy values for each layer 
shown in Table 2 were input. The compression ratio in the upsetting analysis was set to 
30% in the 15mm cube and 40% in the 10.6 mm cube, as in the upsetting test. The shear 
friction coefficient between cube and dies was defined as 0.12. 

 
 

(a) (b) 

Figure 9. FE model of cube specimens considering plastic anisotropy: (a) 15 mm cube, (b) 10.6 mm cube. 

  

Figure 8. Comparisons of measured lengths of compressed cube specimens: (a) 15 mm cube, (b) 10.6 mm cube.

4. Simulation of Thick Plate Upsetting
4.1. FE Modeling of Cube Specimens Considering Plastic Anisotropy

Finite element analysis for the upsetting process of AA 7075 extruded plate was
conducted using DEFORM-3D, which was developed by SFTC (Columbus, OH, USA). In
order to reflect the asymmetry shown in the aforementioned results of the upsetting test,
the analysis was carried out using full models, as can be seen in Figure 9. In addition, to
apply the anisotropy that varies along the thickness direction, the finite element mode was
divided into 5 layers in the thickness direction. The plastic anisotropy values for each layer
shown in Table 2 were input. The compression ratio in the upsetting analysis was set to
30% in the 15mm cube and 40% in the 10.6 mm cube, as in the upsetting test. The shear
friction coefficient between cube and dies was defined as 0.12.
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4.2. FE Analysis Considering Plastic Anisotropy

The results of the upsetting analysis in the Z0, Z45, Z90, x45, and y45 directions are
shown in Figure 10. Calculated lengths of compressed cube specimens by FE analysis
are given in Figure 11. As a result of the analysis for the 15 mm cube, the y (TD) and z
(HD) in Z0 were 17.19 and 18.42 mm, respectively, showing an error of 0.7 to 0.16% from
the experimental values. In the case of Z45, the x45 and z(HD) were 17.47 and 18.14 mm,
respectively, with an error of 0.06 to 0.34%. In Z90, the x(ED) and z(HD) were 17.72 and
17.89 mm, respectively, showing an error of 0 to 0.28%. Consequently, it was confirmed
that the 15 mm cube molding was highly accurate with an error of 0 to 0.7%. In addition, it
was found that the 10.6 mm cube analysis was conducted with an error of 0.42 to 2.61%.
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Figure 11 also shows the experimental results and those by analyses considering
isotropy. This indicates that the calculated lengths in the anisotropy analysis are close to
those of the experiments, unlike the isotropic analysis.

The shapes of the deformed specimens in the upsetting test and finite element analysis
are shown in Figure 12 for comparison. The results of the finite element analysis are in
good agreement with those of the experiments, which showed the asymmetric deformation
behaviors. Based on the aforementioned results, it is considered that the proposed finite
element model is valid for simulating the plastic anisotropy of the extruded 7075 aluminum
alloy thick plate.
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5. Conclusions

In this study, the plastic anisotropy depending on the location and direction of the 7075
aluminum alloy extruded plates was investigated, and the effect of the plastic anisotropy
on follow-up plastic working processes was examined through experiments and finite
element analysis. The following conclusions were drawn:

1. It was confirmed that the extruded 7075 aluminum alloy plate had a local plasticity
anisotropy not only in the extrusion and transverse directions but also in the thickness
direction through the small-cube compression test.

2. Both the barreling phenomenon and asymmetric deformation behavior were shown
in the case of the compression test using the extruded materials. The deformation be-
haviors of extruded plates were accurately simulated through finite element analysis
reflecting Hill’s anisotropy coefficients depending on each position and direction.

3. When considering the production of parts through plastic working, such as forging
from the extruded material for weight reduction, the finite element analysis reflecting
the local plastic isotropy is necessary for accurate process simulation.

Author Contributions: Conceptualization, Y.-C.S.; methodology Y.-C.S. and D.-K.J.; software, D.-K.J.;
validation, S.-H.H. and H.-K.K.; formal analysis, D.-K.J.; investigation, D.-K.J.; resources, Y.-C.S. and
D.-K.J.; data curation, Y.-C.S. and D.-K.J.; writing—original draft preparation, D.-K.J. and Y.-C.S.;



Metals 2021, 11, 641 10 of 10

writing—review and editing, S.-H.H. and H.-K.K.; visualization, D.-K.J.; supervision, Y.-C.S.; project
administration, Y.-C.S.; funding acquisition, Y.-C.S. All authors have read and agreed to the published
version of the manuscript.

Funding: This research was funded by Ministry of Trade, Industry and Energy—grant number 20007282.

Institutional Review Board Statement: Not applicable.

Informed Consent Statement: Not applicable.

Data Availability Statement: Data are available in a publicly accessible repository.

Conflicts of Interest: The authors declare no conflict of interest.

References
1. Dursun, T.; Soutis, C. Recent Developments in Advanced Aircraft Aluminium Alloys. Mater. Des. 2014, 56, 862–871. [CrossRef]
2. Cole, G.S.; Sherman, A.M. Light Weight Materials for Automotive Applications. Mater. Charact. 1995, 35, 3–9. [CrossRef]
3. Wagner, M.F.-X. Light-Weight Aluminum-Based Alloys—From Fundamental Science to Engineering Applications. Metals 2018, 8,

260. [CrossRef]
4. Xu, Z.; Ma, H.; Zhao, N.; Hu, Z. Investigation on Compressive Formability and Microstructure Evolution of 6082-T6 Aluminum

Alloy. Metals 2020, 10, 469. [CrossRef]
5. Zhou, W.; Yu, J.; Lin, J.; Dean, T.A. Manufacturing a Curved Profile with Fine Grains and High Strength by Differential Velocity

Sideways Extrusion. Int. J. Mach. Tools Manuf. 2019, 140, 77–88. [CrossRef]
6. Fjeldly, A.; Roven, H.J. Observations and Calculations on Mechanical Anisotropy and Plastic Flow of an AlZnMg Extrusion. Acta

Mater. 1996, 44, 3497–3504. [CrossRef]
7. Bunge, H.J.; Pöhlandt, K.; Tekkaya, A.E. Formability of Metallic Materials: Plastic Anisotropy, Formability Testing, Forming Limits;

Springer Science & Business Media: Berlin, Germany, 2000; ISBN 978-3-540-67906-6.
8. Wang, X.; Yukawa, N.; Yoshita, Y.; Sukeda, T.; Ishikawa, T. Research on Some Basic Deformations in Free Forging with Robot and

Servo-Press. J. Mater. Process. Technol. 2009, 209, 3030–3038. [CrossRef]
9. Hill, R.; Orowan, E. A Theory of the Yielding and Plastic Flow of Anisotropic Metals. Proc. R. Soc. London Ser. A Math. Phys. Sci.

1948, 193, 281–297. [CrossRef]
10. Hill, R. The Mathematical Theory of Plasticity; Oxford University Press: Oxford, UK, 1950; ISBN 978-0-19-850367-5.
11. Hill, R. Theoretical Plasticity of Textured Aggregates. Math. Proc. Camb. Philos. Soc. 1979, 85, 179–191. [CrossRef]
12. Hill, R. Constitutive Modelling of Orthotropic Plasticity in Sheet Metals. J. Mech. Phys. Solids 1990, 38, 405–417. [CrossRef]
13. Barlat, F.; Lian, K. Plastic Behavior and Stretchability of Sheet Metals. Part I: A Yield Function for Orthotropic Sheets under Plane

Stress Conditions. Int. J. Plast. 1989, 5, 51–66. [CrossRef]
14. Barlat, F.; Lege, D.J.; Brem, J.C. A Six-Component Yield Function for Anisotropic Materials. Int. J. Plast. 1991, 7, 693–712. [CrossRef]
15. Karafillis, A.P.; Boyce, M.C. A General Anisotropic Yield Criterion Using Bounds and a Transformation Weighting Tensor. J. Mech.

Phys. Solids 1993, 41, 1859–1886. [CrossRef]
16. Bassani, J.L. Yield Characterization of Metals with Transversely Isotropic Plastic Properties. Int. J. Mech. Sci. 1977, 19, 651–660.

[CrossRef]
17. Park, C.M.; Jung, J.; Yu, B.C.; Park, Y.H. Anisotropy of the Wear and Mechanical Properties of Extruded Aluminum Alloy Rods

(AA2024-T4). Met. Mater. Int. 2019, 25, 71–82. [CrossRef]
18. Feng, Z.; Liu, C.; Ma, P.; Yang, J.; Chen, K.; Li, G.; Chen, L.; Huang, Z. Initial Holding Time Dependent Warm Deformation and

Post-Ageing Precipitation in an AA7075-T4 Aluminum Alloy. J. Mater. Process. Technol. 2021, 294, 117111. [CrossRef]
19. Zhang, W.; Li, H.; Hu, Z.; Hua, L. Investigation on the Deformation Behavior and Post-Formed Microstructure/Properties of

AA7075-T6 Alloy under Pre-Hardened Hot Forming Process. Mater. Sci. Eng. A 2020, 792, 139749. [CrossRef]
20. Ivanoff, T.A.; Carter, J.T.; Hector, L.G.; Taleff, E.M. Retrogression and Reaging Applied to Warm Forming of High-Strength

Aluminum Alloy AA7075-T6 Sheet. Metall. Mater. Trans. A 2019, 50, 1545–1561. [CrossRef]
21. Pöhlandt, K.; Lange, K.; Zucko, M. Concepts and experiments for characterizing plastic anisotropy of round bars, wires and

tubes. Steel Res. 1998, 69, 170–174. [CrossRef]
22. Terano, M.; Kitamura, K.; Miyata, S.; Yoshino, M. Distribution of Plastic Anisotropy in Thickness Direction for Plate. Procedia Eng.

2014, 81, 419–424. [CrossRef]
23. Kitamura, K.; Terano, M. Determination of Local Properties of Plastic Anisotropy in Thick Plate by Small-Cube Compression Test

for Precise Simulation of Plate Forging. CIRP Ann. Manuf. Technol. 2014, 63, 293–296. [CrossRef]
24. Zhang, K.; Marthinsen, K.; Holmedal, B.; Aukrust, T.; Segatori, A. Through Thickness Variations of Deformation Texture in Round

Profile Extrusions of 6063-Type Aluminium Alloy: Experiments, FEM and Crystal Plasticity Modelling. Mater. Sci. Eng. A 2018,
722, 20–29. [CrossRef]

25. Tóth, L.S.; Beausir, B.; Orlov, D.; Lapovok, R.; Haldar, A. Analysis of Texture and R Value Variations in Asymmetric Rolling of IF
Steel. J. Mater. Process. Technol. 2012, 212, 509–515. [CrossRef]

http://doi.org/10.1016/j.matdes.2013.12.002
http://doi.org/10.1016/1044-5803(95)00063-1
http://doi.org/10.3390/met8040260
http://doi.org/10.3390/met10040469
http://doi.org/10.1016/j.ijmachtools.2019.03.002
http://doi.org/10.1016/1359-6454(96)00015-8
http://doi.org/10.1016/j.jmatprotec.2008.07.012
http://doi.org/10.1098/rspa.1948.0045
http://doi.org/10.1017/S0305004100055596
http://doi.org/10.1016/0022-5096(90)90006-P
http://doi.org/10.1016/0749-6419(89)90019-3
http://doi.org/10.1016/0749-6419(91)90052-Z
http://doi.org/10.1016/0022-5096(93)90073-O
http://doi.org/10.1016/0020-7403(77)90070-4
http://doi.org/10.1007/s12540-018-0164-x
http://doi.org/10.1016/j.jmatprotec.2021.117111
http://doi.org/10.1016/j.msea.2020.139749
http://doi.org/10.1007/s11661-018-5084-3
http://doi.org/10.1002/srin.199801468
http://doi.org/10.1016/j.proeng.2014.10.016
http://doi.org/10.1016/j.cirp.2014.03.038
http://doi.org/10.1016/j.msea.2018.02.081
http://doi.org/10.1016/j.jmatprotec.2011.10.018

	Introduction 
	Evaluation of Local Anisotropy for Extruded Plate 
	Description of Examined Material 
	Lankford’s Value and Hill’s Quadratic Yield Criterion 
	Small-Cube Compression Test 
	Results of Small-Cube Compression Test 
	Local Anisotropy for Extruded Plate 

	Influence of Plastic Anisotropy on Bulk Forming 
	Simulation of Thick Plate Upsetting 
	FE Modeling of Cube Specimens Considering Plastic Anisotropy 
	FE Analysis Considering Plastic Anisotropy 

	Conclusions 
	References

