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Abstract: The focus of the present work is to develop a deep understanding of deformation of stacked
metal sheets with a series of different sequences by using shock wave loading. Here, experimental
and numerical investigations of deformation of a single metal sheet of 1.5-mm and the stack of three
metal sheets of 0.5-mm thickness of aluminum (Al), copper (Cu) and brass (Br) material were carried
out. In the shock wave experiments, helium was used as the driving gas to produce a strong shock
wave. Finite elements method (FEM) simulations on 3D-computational models were performed
with explicit dynamic analysis, and Johnson-Cook material model was used. The obtained results
from experiments of the outer diameter, thickness distribution, and dome height were analyzed
and compared with the numerical simulations, and both the results are in excellent agreement.
Moreover, for the same pressure load, due to lower inter-metallic friction in the stacked sheets
compared to a cohesive property of the single sheet, an excellent deformation of stacked metallic
sheets was observed. The results of this work indicated that the shock wave-forming process is
a feasible technique for mass production of stacked metallic sheets as well as fabricating a hierarchical
composite structure, which provides higher formability and smooth thickness distribution compared
to a single material.

Keywords: shock wave tube; finite element method; stacked metallic sheets

1. Introduction

High-speed forming is a widely investigated technique, which refers to a forming process whereby
the workpiece material experiences the high forming speed of up to several hundred meters per second.
In high-speed forming processes, such as explosive, gas detonation, electromagnetic, electrohydraulic
and shock tube forming, a plate is plastically deformed by means of high kinetic energy. These modern
techniques provide productive usage of material, energy sources and minimize the problem which
comes around in the formation of a sheet metal [1]. Shock waves are mechanical waves of finite
amplitudes and rise when a matter is subjected to a rapid compression [2]. Due to sudden changes
in velocity and pressure, the shock wave gained effective usage and application in an area such as
physics, chemistry, materials science, engineering, military technology, medicine, and several other
areas [3,4].

Shock waves produced by shock tube have a higher degree of formability for various materials,
which are capable of forming complex geometries, undercuts, and fine embossing without relief angle.
The process consists of clean combustion, having the advantages of easy automation and fewer safety
regulations. The cost for a small part or component is remarkably minimized due to reduced tooling
requirement compared to electromagnetic forming [5]. Recently, sheet metal forming has attracted
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great research attention in the stretching and bending of a thin sheet into the desired shape. Due to its
stiffness and good strength-to-weight ratios, it is widely used in trains, passenger cars, domestic planes,
aircraft, rockets and food and drinks cans [6].

In previous works, Kumar et al. [7] conducted experimental and numerical studies to understand
the effect of three different radii of plate curvature on shock tube for aluminum panels. A 3D
Digital Image Correlation technique (DIC) is used to obtain deflection, velocity and in-plane strains.
The result showed that the plane with maximum radius curvature had the least plastic deformation [7].
Ray et al. [8] investigated the microstructure, texture, and hardness of AA5086 aluminum for different
loading condition by three different sizes of specific diaphragms using shock wave tube for the
unidirectional manner and multi-step cross rolling process. Duan et al. [9] investigated the flow
structures, propagation and theoretical critical pressure for ignition of generated shock waves using
different dimensions of a tube and different pressures [9].

Reddy et al. [10] investigated the behavior of composite sandwich panels against different shock
loads to report the fabrication of sandwich panels using E-glass-epoxy composite face sheet and
aluminum foam. Also, failure behavior of aluminum foam and sandwich material were studied [10].
Ruan et al. [11] designed experimental equipment to examine the forming of magnesium alloy in
cold working using underwater shock waves. Their experimental results revealed the increase in
coefficient of extension and hardness of materials after receiving a shock wave [11]. Louar et al. [12]
studied the incident and reflected pressure time signal measurements for the different amount of C4
charges. Their investigations were focused on the use of one explosive drive shock tube (EDST) and
achieved results from a series of tests using EDST were discussed [12]. Nagaraja et al. [13] studied the
deformation of thin metallic plates/foils, which were subjected to shock wave loading in the newly
developed diaphragm-less shock tube. Aluminum, copper and brass plates of 60-mm diameter with
different thicknesses and pressures were tested [13].

Atrian et al. [14] research work was concerned with the experimental and finite element method
of deep drawing process steel and laminated brass sheets. Different tests were conducted with
an influence of some variables like stacking sequence of the layers, lubrication, blank-holder force
and the diameter of the composite blank on the load-displacement curve and the final shape of the
produced components. The results showed the investigation of stress and strain distributions for finite
element study and the experimental tests [14]. Andreotti et al. [15] studied the numerical approach for
the performance of a double diaphragm using shock tube and structural response. Justusson et al. [16]
and Aune et al. [17,18] investigated the use of shock tubes to deform the metal plates plastically.
Stoffel et al. [19,20] reported work on numerical simulation and experimental validation of plates
subjected to impulsive loading. In our previous work, we have studied DC04 metal forming using
gas detonation forming process experimentally and numerically. Wherein, investigation of detonation
pressure, deformed cup, thickness distribution, radial strain and damage in a cup were studied [21–23].

The above studies suggest that the substantial progress has been made in the research area of
a shock wave, however, to the best of authors’ knowledge, there has been no reported work on
stacked metallic sheets subjected to high-pressure wave using shock wave tube. In high-speed metal
forming, the very high pressure is applied on the workpiece. Therefore, in the case of the final
deformed shape is not complicated, the stack of workpieces can be deformed together. Moreover,
any combination of different materials can be formed simultaneously, to save time as well as energy.
However, to optimize such a forming process in industry, knowledge of material behavior under very
high pressure and deformation rates is required. Also, a comparison study of the mechanical behavior
of single and stacked metal sheets against high-pressure waves needed to investigate. In present
work, experimental and numerical investigations of deformation of a single metal sheet of 1.5-mm and
stacked metallic sheets with a thickness of 0.5-mm of aluminum (Al), copper (Cu) and brass (Br) with
different sequence are carried out. Moreover, dome height, outer diameter, and thickness distribution
results of deformed metallic sheets obtained from experiments and simulations are investigated and
discussed. Furthermore, during the deformation process, the strain and stress distribution in the sheets
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are studied. Finally, based on the numerical and experimental observation, some useful conclusions
are made, and extension of this work is proposed.

2. Methodologies

2.1. Experimental Setup

A schematic representation of a shock wave tube is shown in Figure 1. Shock tube consists of
a high-pressure chamber (HPC), which can be filled with different gases, and a low-pressure chamber
(LPC), which is separated from the HPC by a membrane. A plate specimen is clamped between two
rings, and a fixed die is located at the end of the tube. The workpiece is not fixed between these rings.
However, it is in the groove of the die. Therefore, it is free to move in the horizontal plane. During the
experiment, the inside pressure of the HPC increases and after the burst of the membrane, the shock
wave propagates into the LPC, and finally reaches to the plate specimen followed by a reflection.
Owing to wave impact and reflection, the plate starts to deform. The history of the pressure was
measured by piezoelectric sensors, which were located in a separate ring flange in front of the specimen
and specialized in recording fast changes of pressure. The type of sensor used was Kistler 603B (Kistler
Instrumente GmbH, Sindelfingen, Germany). Figure 1 illustrates the respective position of the sensors.
Depending on the type of gas in the HPC, the length of tube parts and type of the membrane material
and thickness, different evolutions of the pressure history can be generated. Here, the shock wave tube
consists of a 5.5 m long HPC section with internal diameter 80 mm and a 6.5 m long LPC section with
internal diameter 108 mm and a 15 mm thick wall for both the sections. One small hole was drilled
through a die, which was connected to a vacuum pump, to prevent the formation of air trap between
the sheet metal and the die. The stacked metal sheets were mounted in a specially designed holder
attached at the end of the shock tube.

Figure 1. A schematic representation the experimental setup of the shock wave tube forming process.
Inset: The shock tube facility at the Institute of General Mechanics, RWTH Aachen University.

Figure 2 shows the dimensions of the die. The diameter of the circular metal blank was 138 mm,
and the inner diameter of the die was considered 90 mm. The stack of metal sheets placed with thin
papers in between them to minimize wrinkles due to a small gap between the die and the holder.
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Figure 2. Dimensions of the die.

The driven and driver section of the tube was evacuated and maintained at room temperature.
The driver section was filled with enough helium gas until it reaches to a critical pressure to burst
the membrane. To keep the pressure between 38–40 bar, the total thickness of the diaphragm used
was 600 µm (three hostophan membranes with 200 µm thickness of each membrane). The maximum
loading pressure on a metallic plate was recorded approximately 37–39 bar. A shock wave formed
after the rupture of the diaphragm, wave traveled towards the end of a driven section within a very
short interval of time with a constant supersonic velocity, which hit the metal sheets and reflects it
back. The reflected wave with lower pressure than incident shock pressure, which moves back until it
reaches the contact surface separating the driver and driven gas [24]. The maximum pressure acting
on the metallic sheets was observed nearly 3/4th time of the initial pressure.

In the present work, a series of experiments were carried out for stacked metal sheets of Al, Cu,
and Br. For the thickness of 0.5-mm, stack of three metal sheets with 9 different combinations were
considered. The chemical compositions of Al, Cu, and Br are given in Table 1 and stacked of metallic
sheets with a different combination in Table 2.

Table 1. The chemical composition of Al, Cu and Br.

Material
Composition wt%

Cu Mg Mn Fe Si Ti Ni Pb O2 Zn

AA5754 - 3.2 0.2 0.3 0.06 0.01 - - - -
CuZn37 65.5 - - <0.1 - - <0.3 <0.1 - rest

OHFC Cu 99.99 - - - - - - - 0.001 -

Table 2. The stacked of metal sheets with a series sequences.

Metal Sheet
Sequences

1 2 3 4 5 6 7 8 9

top sheet Al Br Cu Al Cu Br Cu Br Al
middle sheet Cu Cu Cu Br Br Br Al Al Al
bottom sheet Br Al Cu Cu Al Br Br Cu Al

Figure 3 represents the simplest form of an ideal blast wave pressure profile, which is described as
the Friedlander waveform curve, and actual pressure-time history for a shock wave in the tube.
All experiments were conducted at the shock wave laboratory, Institute of General Mechanics,
RWTH Aachen University.
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Figure 3. (a) A schematic representation of an ideal blast wave pressure profile. (b) The actual
pressure-time history for a shock wave in the tube. Inset: Enlarge view of the time range between
0 and 1 s.

2.2. Material and Modeling

A numerical simulation is a powerful tool for analysis of sheet forming process. It is based on the
solution of dynamic equilibrium equations. Numerical simulations were performed by using an explicit
time integration in LS-DYNA (Livermore Software Technology Corporation (LSTC), San Francisco,
CA, USA) solver [25]. As the goal of this work was to study the deformation process of sheet metal,
we were not interested in shock wave propagation in a shock tube. This process has made more
comprehensible by directly applying the shock wave pressure as a pressure load in the finite element
(FE) model as shown in Figure 4.

0 0.2 0.4 0.6 0.8
Time [s]

0

10

20

30

40

P
re

ss
ur

e 
[b

ar
]

Figure 4. Pressure-time load curve used for simulation.

The full model was considered for finite element simulation to study the deep deformation of
the stacked metallic sheets with different combinations and single metal plate. The model includes
the die, holder and metal sheets as a workpiece. Figure 5 shows the half section view with stacked
metal sheets. The die and holders components were represented as the solid elements and assigned
them with rigid material (MAT_20) model. Belytschko-Tsay shell with five integration points [25]
were used to create the mesh on the metal plate. The boundary nodes of the workpieces are kept free
to move in the horizontal plane to mimic the clamping in the experiments. We conducted simulations
for a different number of elements from very coarse to very fine model (∼41125, ∼62154, ∼80158,
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∼111665), wherein the coarse mesh has maximum stress near the critical areas like die curvature and
center area of the plate, due to which formability of sheets was not smooth. As the number of elements
increases, internal energy also increases. Therefore, to minimize the critical stress, metal sheet was
divided into four different element sizes, near the center area with 0.15 mm, in the middle area of sheet
with 0.35 mm, die curvature with 0.23 mm and outer area of the sheet with 0.86 mm. Thus, a total
number of elements on a single metal sheet was 111665, and for the three metal sheets, the total number
of elements were 334995. The die and holders were fixed, and a segment-based surface-to-surface
contact formulation was used to define between them [25]. The mechanical properties of the Al, Cu,
and Br are given in Table 3 [26].

Figure 5. (a) Half section view of the 3D FE model. (b) Mesh density of workpiece.

Table 3. Mechanical properties of Al, Cu, Br [26].

Property Aluminum Copper Brass

Young’s Modulus (MPa) 68,900 116,000 110,000
Shear Modulus (MPa) 26,000 48,000 41,000

Density (kg/m3) 2700 8980 8520
Poisson’s Ratio 0.33 0.34 0.31

The Johnson-Cook phenomenological material model (MAT_015) [27] was used as a material
model for the metal sheets. The model is able to predict the mechanical behavior of the material
under different loading conditions. In this model, strain hardening, strain rate sensitivity and thermal
softening are considered as the three key characteristics of the material. These three effects are
combined in a multiplication manner, such that the Johnson-Cook constitutive stress reads

σy =
(

A + Bε̄pn
)(

1 + C ln
˙̄εp

ε̇0

)(
1 −

[ T − Troom

Tmelt − Troom

]m)
, (1)

where A is the elastic limit strength and fixes the stress value at which the plastic behavior starts,
B and n are the work hardening parameters and influence the slope of the flow stress in the plastic
domain. The parameter n usually assumes values between 0 (for the perfectly plastic model) and 1
(for a bilinear model). C is the strain rate sensitivity coefficient, and m describes the thermal softening.
ε̇0 represents the strain rate for the quasi-reference loading.

The expression of a first set bracket in Equation (1) represents the stress as a function of strain.
Where, parameters A, B and n can be determined using static tensile test. The expression of second
bracket set represents an effect of strain rate hardening with the parameter C. The last set of expression
represents the temperature sensitivity. The required material parameters for the simulations are
given in Table 4 [27–30]. Hence the different static (SF) and dynamic friction (DF) coefficients were
considered between the workpiece, holder and die. From the literature, the considered friction
parameters were Al-die (SF = 0.421, DF = 0.33), Al-Al (SF = 0.405, DF = 0.418), Br-die (SF = 0.2, DF = 0.3),
Br-Br (SF = DF = 0.5), Cu-Cu (SF = 1.0, DF = 1.1), Cu-die (SF = 0.53, DF = 0.36), Al-Cu (SF = 0.35,
DF = 0.25) and Al-Br and Br-Cu (SF = 0.5, DF0.5) [31–38]. For these simulations, no significant
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variations were observed in the deformation of workpiece with the variation of static and dynamic
friction coefficient values.

Table 4. Values for the Johnson-Cook material model parameters for Al, Cu, and Br [27–30].

Property Aluminum Copper Brass

Yield Stress, A (MPa) 67.4 90 80
Strength Coefficient, B (MPa) 471 292 505

Deformation Hardening, n 0.424 0.31 0.605
Strain Rate Coefficient, C 0.003 0.025 0.29
Temperature Exponent, m 2.519 1.09 1.68

Strain Rate, ε̇0 (1/s) 1 1 1

3. Results and Discussion

3.1. Dome Height and Outer Diameter

A series of shock wave experiments for metal deformation was carried out using a shock wave
tube. Wherein, Al, Cu, and Br for single 1.5 mm thickness and stacked metal sheets with 0.5 mm
thickness for different combinations with 138 mm outer diameter were included. The pressure of
shock wave front acting on the workpiece was approximately 37–39 bar (3.7–3.9 MPa). The blank sits
perfectly into a die, with a depth size 26.5 mm. Since the process takes place in a very short interval of
time with very high pressure, a wrinkle can be formed on the skirt of the workpiece due to a small
tolerance (or gap). To minimize the wrinkles, we placed a thin plastic sheet in between the plate in the
experiments as well as in the simulations. Figure 6 represents the qualitative comparison of deformed
metal sheets in the experiment and the numerical simulation of single Al with 1.5 mm thickness, three
stacked metal sheets of Al and Al-Cu-Br combination of 0.5-mm thickness. Numerical simulations
studies show remarkable similarity with the experimental results, and nearly no wrinkles were
observed on numerical simulations as well as experiments, on the skirts of the deformed plate.

Figure 6. Qualitative comparison of the deformed metal between the experiments and the numerical
simulations for (a) 1.5 mm single plate of Al, (b) 0.5 mm stacked plates of Al and (c) 0.5 mm stacked
plates of Al-Cu-Br.
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Figure 7 shows a comparison of dome height of the deformed metal sheets of 1.5-mm thickness in
the experiments and numerical simulations. To take into account the variation in the results, we have
performed a minimum of four experimental tests for every analysis. Here, the average mean value
of four tests is plotted with standard error deviation bar. The numerical simulation results were
in excellent agreement with the experiments. Figure 8 represents a comparison of dome height of
the deformed metal sheets of 0.5-mm thicknesses with different sequences in the experiments and
numerical simulations. The arrangement of samples was in the form of top-middle-bottom, wherein
shock front first hits the top plate, and the bottom plate at the end.

From Figures 7 and 8, the average mean value of experiments and simulations of a single Al sheet
of 1.5 mm thickness was nearly 15.7 mm, whereas stacked three metal sheets of 0.5-mm thickness of
the same material was nearly 22 mm. However, Cu and Br workpieces showed no significant change in
deformation with single 1.5 and stacked 0.5 mm plates. In case of stacked metal sheets with a different
combination, the dome height varies in the same range between 13 and 15 mm in the simulations as
well as in experiments, which implies that in any combination we get nearly the same dome height of
deformed metal sheets. Therefore, with the combination of different materials as well as an increase in
a number of stacked plates, the combined formability of stacked plates also increases.

Al: 1.5 Cu: 1.5 Br: 1.5
0

4

8

12

16

D
o

m
e 

h
ei

g
h

t 
[m

m
]

experiments:1.5 mm thickness single plate

simulation: 1.5 mm thickness single plate

Figure 7. Comparison of dome height of the deformed metal sheets of 0.5-mm thicknesses with
different sequences in the experiments and numerical simulations.

B
r-
A

l-C
u:

 0
.5

C
u-

A
l-B

r: 
0.

5

A
l-A

l-A
l: 

0.
5

A
l-B

r-
C
u:

 0
.5

C
u-

B
r-
A

l: 
0.

5

B
r-
B
r-
B
r: 

0.
5

A
l-C

u-
B
r: 

0.
5

B
r-
C
u-

A
l: 

0.
5

C
u-

C
u-

C
u:

 0
.5

0

5

10

15

20

25

D
o
m

e 
h
ei

g
h
t 

[m
m

]

simulation: 0.5 mm thickness stacked sheets

experiment: 0.5 mm thickness stacked sheets
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for 0.5 mm thickness sheets.
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Figure 9 represents the qualitative and quantitative comparison of deformed specimen diameters
in the experiment, and numerical simulations for single Al with 1.5 mm thickness, stacked three sheets
of Al with 0.5 mm thickness and the stack of Al-Cu-Br metal sheets. Figure 10 shows the bar graph of
the diameter of deformed workpieces. The experimental results are in good agreement with numerical
simulations. For a single and stacked metal plates with a diameter of 138 mm in an undeformed state,
the obtained outer diameter after deformation was in the range of 135–136.5 mm, which was nearly
same for all.

Figure 9. Diameter comparison of the deformed sheets between the experiments and numerical
simulations for (a) 1.5 mm single plate of Al, (b) 0.5 mm stacked plates of Al and (c) 0.5 mm stacked
plates of Al-Cu-Br.
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Figure 10. Diameter comparison of numerically- and experimentally-deformed single and stacked
metal sheets.

3.2. Thickness Distribution

The thickness and the strain distribution are mainly dependent on a peak pressure load acting
on a metal sheet. Moreover, the loading rate in the numerical model is very sensitive, even a little
change in a load can affect the extreme change in model results. Therefore, we used the precisely same
experimental loading curve in numerical simulations using well calibrated measuring devices [21–23].
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One of the goals of this work was to study the thickness distribution in the numerical simulations
and experiments.

3.2.1. A Single Metal Sheet

Figure 11a illustrates the quantitative representation of the thickness distribution for simulation
and experimental results of a single Al, Cu and Br metal sheets. The comparison between the
experiments and simulations studies of thickness distribution shows that the variation patterns
and thickness values were well in agreement. The minimum thickness obtained from the simulation of
Al, Cu, and Br were 1.41 mm,1.44 mm and 1.48 mm, respectively. The minimum thickness for Al was
at the center part of the plate area, however, in cases of Cu and Br minimum thicknesses were near
the area of die curvature. The experimental minimum thickness values as well as their positions were
nearly as like numerical simulations. Due to the circumferential stresses, the thickness was increased
towards the outer area of the plate (radial pulling), where it was placed between a holder and die.

Figure 11. (a) Thickness variation in the 1.5 mm single deformed plate with respect to the initial radius
of the workpiece. (b) Experimental and (c) numerical half section view of thickness distribution.

3.2.2. Stacked Metal Sheets

Figure 12 represents the thickness distribution for the 0.5 mm stacked metal sheets of the
same material, and Figure 13 represents the thickness distribution for three different combinations.
The minimum thickness was observed at the center of the sheets. From the simulations, it was in the
range between 0.469 and 0.475 mm for all the combinations of stacked metallic sheets. The smooth
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thickness distribution was observed, however, at the die curvature area nearly 5–6 % reduction in
thickness was observed. The experimental results followed the same trend of distribution as like
simulation. In the experiments, in the center area of the sheets, the minimum thickness was between
0.464 and 0.477 mm for all combination of metal sheets. In the simulations, due to radial pulling,
increase in thickness was observed near the outer area of the sheets; however, that increase was
not significant.
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Figure 12. Thickness variation of the deformed 0.5 mm stacked metal sheets of Al, Cu and Br materials
with respect to the initial radius of the workpiece.

Figure 13. (a) Thickness variation of the deformed 0.5 mm stacked metal sheets with respect to the
initial radius of workpiece. Snapshots of half sectional views of deformed stacked metal sheets in (b)
experiments and (c) numerical simulations.
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It can be seen that simulations nearly verified experimental results. In case of stacked metallic
sheets, thickness distribution was smoother compared to a single 1.5 mm thickness sheet. Due to
different combinations of metal sheets and four experiments for every combination, the experimental
measurement of thickness showed high variation.

3.3. Strain Distribution

Figure 14 shows strain distribution in numerical simulations. It represents the sequence of
different snapshots at a different interval of the time during the deformation process. At time t = 1.5 ms,
the maximum strain of 0.1313 at the area of a die curvature and the minimum strain of 0.0145 at the
outer area of the sheet were observed for a single Al metal sheet of thickness 1.5 mm (see Figure 14a).
Moreover, for Al stacked metal sheets of 0.5 mm thickness, the maximum strain of 0.1288 at the center
part of the sheets and the minimum strain of 0.0143 at the outer area of the plate were observed
(see Figure 14b). Furthermore, in case of stacked metal sheets of Al-Br-Cu combination, for Al and
Cu (top and bottom sheet), the maximum strain was at the center area as well as near the area of die
curvature, and the minimum strain was at the center area of the sheets (see Figure 14c).

Figure 14. Effective strain distribution of (a) a single metal sheet of Al, (b) three stacked sheets of Al
and (c) combination of Al-Br-Cu in numerical simulations.
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Due to the maximum deformation of the stacked metal sheets of Al at the center area, the dome
height was higher compared to a single Al sheet. Therefore, the variation of the strain from the edge to
center in case of stacked sheets shows nearly smoother than a single sheet. Finally, the combination
shows the combined variation of strain distribution of a single and stacked sheets.

3.4. Stress Distribution

Figure 15 represents a comparison of stress distribution of deformed metal sheets using numerical
simulations. In case of a single Al sheet with a thickness of 1.5 mm and at the time t = 1.5 ms,
the maximum stress of 0.2 GPa was observed near the area of die curvature, and the minimum stress of
0.088 GPa was observed towards the outer area of the sheet. Whereas, for Al stacked sheets of 0.5 mm
thickness, the maximum stress of 0.2 GPa was observed at the area of the die curvature as well as at
the center area of the sheets. For the combined Al-Cu-Br stacked sheets, stress behavior of the top and
bottom sheets were nearly similar to Al stacked metallic sheets; however, the middle sheet showed the
maximum stress at the center area (see Figure 15c).

Figure 15. Comparison of von Mises stress distribution for a deformed metal using numerical
simulations. (a) Al 1.5 mm thickness a single sheet, (b) Al 0.5 mm thickness stacked sheets and
(c) Al-Br-Cu 0.5 mm thickness stacked sheets.

4. Conclusions and Future Work

The deformation of a single sheet and stacked sheets of aluminum, copper and brass materials
using high-speed forming shock tube experiments was investigated. Moreover, the deformation
of metal sheets was studied using finite element simulations. The dome height, outer diameter,
and distributions of thickness, strain, and stress were investigated using numerical simulations and
compared with experimental results.

The stacked metal sheets of aluminum of 0.5-mm thickness have excellent formability and
smoothness in thickness, strain and stress distributions compared to a single sheet of 1.5-mm thickness.
This is due to the fact that the stacked metallic sheets have low intermetallic friction compared to
a cohesive property of a single sheet. Moreover, the stacked metal sheets of copper and brass of 0.5-mm
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thickness have excellent smoothness in thickness, strain and stress distributions compared to a single
sheet of 1.5-mm thickness. For example, the average mean value of experiments and simulations
a single Al sheet of 1.5-mm thickness was nearly 15.7 mm, whereas for 0.5 mm thickness stacked three
metal sheets of the same material was nearly 22 mm. Moreover, for the stacked metal sheets with
different combinations of Al, Cu and Br show dome height deformation in the range between 13 and 15
mm by simulation as well as experiments, which implies that combined deformation is an average of
formabilities of involved materials. Furthermore, it is concluded that there was no thickness reduction,
strain or stress concentration at the die curvature (which lead to failure with further loading) in case of
stacked metallic sheets.

In summary, the results obtained here clearly indicate that the shock wave-forming process is
a feasible technique for mass production of stacked metal sheets as well as fabricating a hierarchical
composite structure, which provides higher formability and smooth thickness distribution compared
to a single material. The obtained numerical simulations studies showed remarkable similarity with
the experimental results in case of deformation, final depth height, diameter, thickness, strain and
stress distribution.

Due to a multilayered brick-and-mortar architecture of natural nacre material, it has extraordinary
mechanical properties, e. g., high stiffness, and toughness. Inspired by this composite material, we
propose that the stacked metal sheets of different stiffnesses glued together to form a composite
material, which will have a high value of stiffness and fracture toughness. Figure 16 shows the
proposed composite model. From the present work, it is clear that it is possible to conduct high-speed
forming experiments as well as numerical simulations on the proposed composite material to study its
mechanical properties and behavior.

Al

Br

Cu

Shock wave

Figure 16. Schematic illustrations of nacre-like composite.
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