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Correlation between shear punch and tensile measurements
for an AZ31 Mg alloy processed by equal-channel angular pressing
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Abstract
An AZ31 magnesium alloy was extruded and then processed by equal-channel angular
pressing (ECAP) at 200 ◦C for 1, 2, and 4 passes. The grain structure was reﬁned from 20.2 to
1.6 µm after 4 passes. The shear punch testing (SPT) technique and uniaxial tensile tests were
employed to evaluate the mechanical properties of the extruded and ECAP samples. The 4
pass ECAP alloy showed lower yield stress and higher ductility compared to the as-extruded
condition, indicating that texture softening overcame the strengthening eﬀects of grain reﬁnement. The same trends in strength and ductility were also observed in shear punch testing.
Three diﬀerent linear correlations between the shear data and tensile data were established
for ductility, yield stress, and ultimate strength. It is shown that SPT is a useful method for
evaluating the mechanical properties of small quantities of ﬁne-grained materials processed
by ECAP.
K e y w o r d s : equal-channel angular pressing (ECAP), magnesium alloy, shear punch test,
tensile testing, texture

1. Introduction
Magnesium alloys are promising candidate materials for extensive use in the automobile, aerospace
and electronic industries because of their low density, excellent damping capacity, good recycling capacity and machinability. Their superior speciﬁc stiﬀness
and strength oﬀer a broad range of technical applications, particularly in the automotive industry where
it is imperative to reduce vehicular weight and hence
fuel consumption [1]. Despite these advantages, they
have poor formability and limited ductility at room
temperature due to their hexagonal close-packed (hcp)
structure and limited slip systems. Accordingly, many
attempts have been made to improve the formability
of wrought Mg alloys [2].
It is well known that microstructural reﬁnement is
an eﬀective way for increasing both the ductility and
strength of these alloys. This goal can be achieved by
a variety of techniques including by imposing signiﬁc-

ant severe plastic deformation [3] in processes such as
equal-channel angular pressing (ECAP) [4] and highpressure torsion (HPT) [5]. In processing by ECAP,
the cast or extruded material is repetitively pressed
through a die contained within an L-shaped channel so
that a very high shear strain is introduced without any
change in the cross-sectional area. It has been shown
that the optimum microstructural homogeneity is produced by rotating the sample through 90◦ around the
longitudinal axis after each pass where this is designated route Bc [6].
Because of their low ductility, magnesium alloys
are generally processed by ECAP at temperatures at
or above 473 K in order to avoid cracking. Typically,
processing at these temperatures gives a grain size of
the order of about 1 µm [7] and the ECAP microstructures usually have a high degree of homogeneity [8].
It has been suggested that ECAP is most eﬀective in
Mg-based alloys when using a two-step procedure in
which the materials are prepared initially by extrusion
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and then subsequently processed by ECAP in the procedure termed EX-ECAP [9]. The success of the intermediate extrusion step is attributed to the production
of a texture in extrusion where a majority of the basal
planes lie parallel to the extrusion direction [10] so
that the basal planes are no longer oriented for easy
slip in the subsequent processing by ECAP.
The mechanical properties of Mg alloys depend
strongly on the crystallographic texture, mainly due to
the limited slip systems of their hcp structure at room
temperature [11]. In spite of the grain reﬁnement produced in Mg alloys by ECAP, the yield strength often
decreases while the ductility is improved. This behaviour has been attributed to an unusual texture in
which the basal planes are highly inclined (∼ 45◦ ) to
the extrusion axis [12–14].
It is well documented for numerous materials that
the tensile strength can be related to the eﬀective
shear strength obtained through the shear punch testing (SPT) method of thin specimens [15, 16]. The
SPT method is attractive because it provides a means
of evaluating the ﬂow properties when only a small
amount of material is available, and this becomes important in ECAP samples with only limited dimensions. The SPT procedure is similar to the blanking
operation in which a ﬂat cylindrical solid punch shears
sheet material through a die at a constant speed.
The load-displacement curve obtained from the punch
shearing operation exhibits many similarities to that
of tensile test curves, including an initial linear elastic
region, a yield point, a plastic deformation region and
an ultimate load. Guduru et al. [17] thoroughly studied the eﬀect of sample thickness, die-punch clearance and the strength of materials on the variation
of yield and ultimate strength measured by SPT and
their results showed a good correlation between the
shear punch and tensile data for yield and ultimate
strengths.
Although this technique was initially employed for
testing thin rolled materials, it was extended recently
to magnesium alloys processed by ECAP [18, 19].
Thus, the SPT method seems to be suitable for the
assessment of the mechanical properties of ECAP materials. In the present study, the AZ31 Mg alloy (Mg3%Al-1%Zn) was extruded and processed to 4 passes
of ECAP following route Bc and the room temperature mechanical properties were then evaluated using
both tensile and shear punch tests. The results conﬁrm there is a direct correlation between the shear
and tensile test data.

2. Experimental material and procedures
2.1. Material and processing
High purity Mg (99.90 wt.%), Al (99.84 wt.%) and

Zn (99.95 wt.%) were used to prepare the Mg-3Al-1Zn-0.3Mn (AZ31) alloy. Melting was carried out in
an electrical furnace held at 750 ◦C under a covering
ﬂux to protect molten magnesium from oxidation. The
melt was then poured into a preheated steel die by a
tilt casting technique in order to minimize the casting defects and turbulences in the melt. The cast billets of 44 mm diameter were homogenized at 385 ◦C
for 12 h and extruded to 11 mm × 11 mm bars at
370 ◦C. The billets for ECAP, having dimensions of
10 mm × 10 mm × 80 mm, were machined from the
extruded bars. The ECAP was performed at 200 ◦C
using a die with a channel angle of Φ = 90◦ and an
arc of curvature at the intersection of the channels of
ψ = 20◦ . The samples subjected to repetitive pressings
were rotated by 90◦ in the same sense between each
pass in the procedure designated route Bc . These die
angles lead to an imposed strain of ∼ 1 on each passage
through the die [20]. Samples were sprayed with MoS2
lubricant prior to pressing and they were pressed at a
speed of 1 mm s−1 for 1, 2 and 4 passes.
The microstructures of the side faces (perpendicular to the transverse direction) of the ECAP billets at the exit from the die were examined by optical metallography and scanning electron microscopy
(SEM). The metallographic samples were polished using 0.3 µm α-Al2 O3 and then etched in a solution of
4.2 g picric acid, 10 ml acetic acid, 10 ml distilled H2 O
and 70 ml ethanol. Microanalysis was carried out using the X-ray energy dispersive spectroscopy (EDS)
system of the SEM. The intensity distributions of the
{0002} and {101̄0} pole ﬁgures were measured by the
Schultz reﬂection method of the side face of the ECAP
specimens. This measurement was performed using Co
Kα radiation at 50 kV with the sample tilt angle ranging from 0◦ to 90◦ .
2.2. Mechanical property measurements
Miniature dog-bone tensile specimens, 12 mm long,
3 mm wide, and 2 mm thick, were cut using electrodischarge wire-cut machining along the longitudinal
direction of the ECAP specimens. Tensile tests were
carried out at room temperature with an initial strain
rate of 1 × 10−3 s−1 . The strength of the materials
was also assessed using the SPT technique. Several
800 µm thick slices were cut from the ECAP bars parallel to the extrusion direction. These slices were carefully ground to a thickness of 500 µm and located in a
specially designed ﬁxture with a 3.175-mm diameter
ﬂat cylindrical punch and 3.225-mm diameter receiving hole: a schematic illustration is given in Fig. 1.
Details of the testing arrangement are provided elsewhere [21], and therefore only a brief description is included here. All shear punch tests were performed at
room temperature using a screw-driven MTS testing
system. Tests were run with a load cell of 20 kN capa-
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city and a constant cross-head speed of 0.1 mm min−1 .
After application of the load, the applied load P was
measured automatically as a function of punch displacement. The data were acquired by a computer so
as to determine the shear stress of the tested materials
using the relationship
τ=

P
,
πdt

(1)

where P is the punch load, t is the specimen thickness,
and d is the average of the punch and die diameters.
Three diﬀerent samples were tested for each condition
and it was found that the variations in the measured
values of the ultimate shear strength were very small.

3. Results and discussion

Fig. 1. Schematic representation of shear punch-die assembly.

Figure 2 shows the microstructural evolution of
the AZ31 alloy in the as-extruded condition and after
processing by ECAP for 1, 2, and 4 passes. It is apparent that the extruded and ECAP microstructures
consist of equiaxed grains, thereby implying that dynamic recrystallization has occurred during the hot

extrusion and ECAP process. In the ﬁne-grained materials, a uniform grain size distribution is important in achieving homogeneous mechanical properties.
The grain size distribution data for the extruded and
ECAP conditions, collected from a number of samples,

Fig. 2. SEM micrographs showing the microstructural evolution after: (a) extrusion, (b) 1 ECAP pass, (c) 2 ECAP passes,
and (d) 4 ECAP passes.
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Fig. 3. Average grain size and grain-size distribution of: (a) as-extruded, (b) 1 ECAP pass, (c) 2 ECAP passes, and (d) 4
ECAP passes.

are shown in Fig. 3. It is clear from Figs. 2a and 3a that
a near-normal distribution prevails for the extruded
material with an average grain size of about 20.2 µm.
According to Figs. 2b and 3b, after one pass of ECAP
the grains of the initial microstructure are split into
a bimodal distribution of ﬁne grains (1.5–2 µm) and
coarse grains (9–10 µm). A model for the development
of bimodal grain structures in magnesium alloys processed by ECAP was developed recently [22]. However,
as anticipated from the model, the bimodal structure
is lost at higher strains and it is evident from Fig. 3c
that it is no longer present after 2 passes. Finally, the
microstructure becomes reasonably uniform with an
average grain size of about 1.6 µm after 4 passes of
ECAP (Figs. 2d and 3d).
The {0002} and {101̄0} pole ﬁgures of the AZ31
alloy in the extruded condition and after ECAP for 4
passes are shown in Fig. 4. In the as-extruded condition (Figs. 4a,b), it is evident that the {0002} basal
planes and the 1010 directions in the basal plane

are mostly oriented parallel to the extrusion direction. After 4 ECAP passes, however, the {0002} basal
planes and the 1010 directions are inclined at about
45◦ to the extrusion axis, as shown in Figs. 4c,d.
A similar orientation of basal planes with respect
to the extrusion direction after direct extrusion and
ECAP was observed in other investigations of Mg alloys [10, 12, 13]. The rotation of the basal planes during ECAP process appears to be related to shearing
parallel to the basal planes [13]. Based on the X-ray
diﬀraction analyses of ECAP AZ31, it was suggested that the distribution of basal plane is similar for
the directions parallel and perpendicular to the extrusion direction [10]. The stronger texture achieved after
ECAP may be attributed to the fact that route Bc
in ECAP represents a highly redundant strain path
[23, 24] that is in sharp contrast with the monotonic strain imposed in conventional extrusion. This
may have a profound eﬀect on the texture since there
is a single textural ﬁbre evident, where the basal
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Fig. 4a–d. {0002} and {101̄0} pole ﬁgures for the extruded
and 4-pass ECAP conditions.

planes are aligned with the shear plane of the ECAP
die.
Figures 5a,b show, respectively, the tensile and
shear punch test results of the material after ECAP
for 1, 2, and 4 passes compared with those of the
extruded alloy. There are two important ﬁndings in
the tensile behaviour (Fig. 5a). First, the yield stress
decreases after 4 ECAP passes although the grain
size decreases considerably. Secondly, the ductility increases with increasing numbers of passes. Furthermore, after 4 passes of ECAP, the alloy has approximately the same ultimate tensile strength values as
those of the extruded material although their yield
stresses are lower. This may imply that the strain
hardening capacity of the material has increased after
4 ECAP passes. The same type of trend is observed
in the shear punch testing results (Fig. 5b) which plot
the variation of shear stress with normalized displacement. These results are similar to the conventional
tensile stress–strain curves such that, after a linear
elastic behaviour, the curve deviates from linearity before it reaches a maximum point. The deviation point
is taken as the shear yield stress (SYS) and the stress
corresponding to the maximum point is referred to
as the ultimate shear strength (USS). The decrease in
yield stress, despite decreasing grain size, in the ECAP
material is attributed to the texture modiﬁcation occurring in the hcp crystal structure of Mg [11].
Metals with an hcp structure are known to develop

Fig. 5. (a) Engineering stress-strain and (b) shear stress
plotted against punch displacement normalized initial
thickness for extruded and ECAP conditions.

a simple 1010 ﬁbre texture that is parallel to the
axisymmetric direction after axisymmetric deformation in wire drawing or extrusion at low temperatures [25]. In Mg alloys, the basal plane rotates until
it contains the wire axis (Figs. 4a,b), tending to coincide with the direction in the basal plane. Rolling
tends to rotate the slip plane of hcp metals into the
plane of the rolled sheet and the predominant textures
are {0001} 1120 or {0001} 1010 [25]. Primary slip
also occurs on the (0001) basal planes in Mg alloys
at room temperature because of their low critical resolved shear stress by comparison with non-basal slip
on the prismatic and pyramidal planes [26]. Therefore,
for the rolled and extruded materials slip on the basal
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Fig. 6. The correlations between: (a) tensile yield stress
and shear yield stress, (b) ultimate tensile strength and ultimate shear strength, and (c) tensile elongation and shear
elongation.

plane is diﬃcult and it is known that the strength increases for Mg alloys with limited non-basal slip activities. However, the Schmid factor on the (0001) basal
planes increases by the rotation of the basal planes

(∼ 45◦ ) during the ECAP process (Figs. 4c,d), and
thus a lower stress is needed for yielding of the ECAP
materials.
Another feature of materials processed by ECAP
is their enhanced ductility with respect to the extruded conditions. Similar to the strength properties,
grain reﬁnement and texture modiﬁcations are the
main reasons for the observed ductility enhancements.
Koike et al. [27] investigated the contribution of grain
boundary sliding (GBS) to the total tensile deformation of an AZ31 Mg alloy at room temperature and
reported that this contribution is about 8 % when
the strain rate and grain size are set at 10−3 s−1 and
8 µm, respectively. However, the grain size dependence of tensile elongation is not suﬃcient to explain
the large increase of the tensile ductility.
Mukai et al. [10] applied ECAP processing to
the AZ31 alloy to reduce the grain size to 1 µm.
After annealing, which was accompanied by substantial grain growth, the alloy retained its relatively high
tensile elongations at room temperature. This was
then attributed to the texture modiﬁcation. However,
this large increase in the tensile ductility cannot be
achieved only by activation of the basal planes due to
texture modiﬁcations because basal slip provides only
two independent slip systems and this is less than the
necessary ﬁve independent systems for homogeneous
deformation deﬁned by the von Mises criterion. Consequently, some prismatic and pyramidal slip planes
were also activated easily because of a rotation of
about 45◦ from the extrusion axis by ECAP [28]. The
signiﬁcant strain hardening observed in the tensile and
shear curves of the ECAP materials (Fig. 4a) is in
agreement with the proposal that two or more slip
systems are active during tensile testing.
Due to the miniature dimensions of the ECAP
materials, the preparation of tensile samples and
the assessment of their properties is always a timeconsuming and delicate task. Furthermore, the problem is enhanced because of the variations in strain that
may be recorded when using miniature tensile specimens having diﬀerent overall dimensions [29]. Therefore, it is desirable to devise other methods, for which
the samples are made more easily, where the evaluation of the mechanical properties is readily achievable. The shear punch test is one of these techniques
which has been shown as suitable for evaluating mechanical properties when the material availability is limited [17]. Although this method has been employed
primarily for testing thin rolled sheets, it was used
recently for evaluating anisotropic mechanical properties of an AZ31 magnesium alloy processed by ECAP
at room temperature [18].
The correlations between the tensile and shear
yield stresses, the ultimate strength and the ductility
are plotted for the ECAP conditions in Figs. 6a,b,c,
respectively. For comparison, the data corresponding
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to the extruded state are also included. Each datum
point is the average of three diﬀerent readings to avoid
any inaccuracy. It is observed in Fig. 6a that a linear
relationship with a high correlation factor of 0.999 exists between the tensile and shear yield stress of the
ECAP conditions. Interestingly, the datum point for
the extruded condition lies on the ﬁtted line. The correlation line passes through the origin and satisﬁes
the relationship TSS = 1.66 SYS. Figure 6b exhibits
the correlation between the tensile and shear strength
data which is represented by the linear relationship
UTS = 1.82 USS. It is noted that the extruded datum
point does not lie on the ﬁtted line. Thus, the USS of
the extruded condition is much higher than predicted
by the extrapolation of the ﬁtted line for the ECAP
materials.
The correlations obtained in the present investigation between shear and tensile data are comparable
to previous results obtained by other investigators using diﬀerent materials [15–17]. It is well known that
for pure shear the von Mises and the Tresca yield criteria give ratios of 1.73 and 2, respectively, for kinematically hardening materials [30]. The observed deviations from the theoretical values are attributed to
factors such as compression, bending and stretching in
the SPT specimens during testing [15]. The fact that
the yield stress correlation of the ECAP conditions is
in agreement with that of the extruded material, but
diﬀers for the ultimate tensile strength, may imply
that the work hardening behaviour of the ﬁne-grained
structures produced by severe plastic deformation is
diﬀerent from those obtained in extrusion.
The correlation of tensile elongation with the normalized punch displacement, shown in Fig. 6c, is also
indicative of a linear relationship with a slope of 0.68.
In contrast to the strength data, this correlation does
not pass through the origin and it exhibits an intercept
of 14. This means that when there is no tensile elongation at the beginning of the shear test there would
be some punch displacement due to the bending of the
thin shear punch specimen.

4. Conclusions
1. The room temperature mechanical properties of
the AZ31 magnesium alloy were examined after extrusion and ECAP using the shear punch and uniaxial
tensile tests. The results show the ECAP alloy exhibits lower yield stress and higher tensile ductility by
comparison with the extruded material because of a
texture modiﬁcation during ECAP.
2. A linear relationship was achieved between the
uniaxial tensile and shear test data with slopes of
1.66 for yield strength and 1.82 for ultimate strength.
A similar linear correlation was found between the
tensile and shear elongations with a slope of 0.7.
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3. It is demonstrated that the shear punch testing
technique is a useful method for measuring the mechanical properties of miniature samples of magnesium
alloys after processing by ECAP.

References
[1] MORDIKE, B. L.—EBERT, T.: Mater. Sci. Eng.,
A302, 2001, p. 37. doi:10.1016/S0921-5093(00)01351-4
[2] POLMEAR, I. J.: Light Alloys: Aluminum, Magnesium, Titanium. London, Edward Arnold Co. 1989.
[3] VALIEV, R. Z.—ISLAMGALIEV, R. K.—ALEXANDROV, I. V.: Prog. Mater. Sci., 45, 2000, p. 103.
doi:10.1016/S0079-6425(99)00007-9
[4] VALIEV, R. Z.—LANGDON, T. G.: Prog. Mater.
Sci., 51, 2006, p. 881.
doi:10.1016/j.pmatsci.2006.02.003
[5] ZHILYAEV, A. P.—LANGDON, T. G.: Prog. Mater.
Sci., 53, 2008, p. 893.
doi:10.1016/j.pmatsci.2008.03.002
[6] XU, C.—FURUKAWA, M.—HORITA, Z.—LANGDON, T. G.: Mater. Sci. Eng., A398, 2005, p. 66.
doi:10.1016/j.msea.2005.03.083
[7] FIGUEIREDO, R. B.—LANGDON, T. G.: Mater.
Sci. Eng., A503, 2009, p. 141.
doi:10.1016/j.msea.2008.04.080
[8] XIA, K.—WANG, J. T.—WU, X.: Mater. Sci. Eng.,
A410–411, 2005, p. 324.
doi:10.1016/j.msea.2005.08.123
[9] HORITA, Z.—MATSUBARA, K.—MAKII, K.—
LANGDON, T. G.: Scripta Mater., 47, 2002, p. 255.
doi:10.1016/S1359-6462(02)00135-5
[10] MUKAI, T.—YAMANOI, M.—WATANABE, H.—
HIGASHI, K.: Scripta Mater., 45, 2001, p. 89.
doi:10.1016/S1359-6462(01)00996-4
[11] MASOUDPANAH, S. M.—MAHMUDI, R.: Mater.
Sci. Eng., A526, 2009, p. 22.
doi:10.1016/j.msea.2009.08.027
[12] KIM, W. J.—HONG, S. I.—KIM, Y. S.: Acta Mater.,
51, 2003, p. 3293. doi:10.1016/S1359-6454(03)00161-7
[13] AGNEW, S. R.—HORTON, J. A.—LILLO, T. M.—
BROWN, D. W.: Scripta Mater., 50, 2004, p. 377.
doi:10.1016/j.scriptamat.2003.10.006
[14] MASOUDPANAH, S. M.—MAHMUDI, R.: Mater.
Sci. Eng., A527, 2010, p. 3685.
doi:10.1016/j.msea.2010.02.065
[15] HANKIN, G. L.—TOLOCZKO, M. B.—HAMILTON,
M. L.—FAULKNER, R. G.: J. Nucl. Mater., 258–263,
1998, p. 1651.
[16] GUDURU, R. K.—DARLING, K. A.—SCATTERGOOD, R. O.—KOCH, C. C.—MURTY, K. L.—
BAKKAL, M.: Intermetallics, 14, 2006, p. 1411.
doi:10.1016/j.intermet.2006.01.052
[17] GUDURU, R. K.—DARLING, K. A.—SCATTERGOOD, R. O.—KOCH, C. C.—MURTY, K. L.: Mater. Sci. Eng., A395, 2005, p. 307.
doi:10.1016/j.msea.2004.12.048
[18] MASOUDPANAH, S. M.—MAHMUDI, R.: Mater.
Design, 31, 2010, p. 3512.
doi:10.1016/j.matdes.2010.02.018
[19] TORBATI-SARRAF, S. A.—MAHMUDI, R.: Mater.
Sci. Eng., A527, 2010, p. 3515.

50

S. M. Masoudpanah et al. / Kovove Mater. 49 2011 43–50

[20] IWAHASHI, Y.—WANG, J.—HORITA, Z.—NEMOTO, M.—LANGDON, T. G.: Scripta Mater., 35, 1996,
p. 143. doi:10.1016/1359-6462(96)00107-8
[21] ALIZADEH, R.—MAHMUDI, R.: Mater. Sci. Eng.,
A527, 2010, p. 3975. doi:10.1016/j.msea.2010.03.007
[22] FIGUEIREDO, R. B.—LANGDON, T. G.: J. Mater.
Sci., 44, 2009, p. 4758. doi:10.1007/s10853-009-3725-z
[23] GHOLINIA, A.—PRANGNELL, P. B.—MARKUSHEV, M. V.: Acta Mater., 48, 2000, p. 1115.
doi:10.1016/S1359-6454(99)00388-2
[24] FURUKAWA, M.—HORITA, Z.—LANGDON, T. G.:
Mater. Sci. Eng., A332, 2002, p. 97.
doi:10.1016/S0921-5093(01)01716-6
[25] BARRETT, C. S.—MASSALSKI, T. B.: Structure of
Metals. Oxford, Pergamon Press 1980.
[26] OBARA, T.—YOSHINAGA, H.—MOROZUMI, S.:
Acta Metall., 21, 1973, p. 845.
doi:10.1016/0001-6160(73)90141-7

[27] KOIKE, J.—OHYAMA, R.—KOBAYASHI, T.—SUZUKI, M.—MARUYAMA, K.: Mater. Trans., 44,
2003, p. 445. doi:10.2320/matertrans.44.445
[28] KOIKE, J.—KOBAYASHI, T.—MUKAI, T.—WATANABE, H.—SUZUKI, M.—MARUYAMA, K.—
HIGASHI, K.: Acta Mater., 51, 2003, p. 2055.
doi:10.1016/S1359-6454(03)00005-3
[29] ZHAO, Y. H.—GUO, Y. Z.—WEI, Q.—TOPPING,
T. D.—DANGELEWICZ, A. M.—ZHU, Y. T.—
LANGDON, T. G.—LAVERNIA, E. J.: Mater. Sci.
Eng., A525, 2009, p. 68.
doi:10.1016/j.msea.2009.06.031
[30] DIETER, G. E.: Mechanical Metallurgy. New York,
McGraw–Hill Inc. 1986.

