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ABSTRACT

In this paper, the response and failure of local sharp-cut 6061-T6 aluminum alloy tubes
with different diameter-to-thickness ratios submitted to cyclic bending were studied. Three
different diameter-to-thickness ratios of 16.5, 31.0 and 60.0 were considered. The
experimental moment-curvature relationship rapidly became a steady loop from the beginning
of the first bending cycle. Moreover, the cut depth had almost no influence on the moment-
curvature relationship. As for the ovalization-curvature relationship, when the number of
cycles increased, it exhibited an increasing and ratcheting manner. It was seen that the greater
the depth of the cut, the more asymmetrical ovalization-curvature relationship and the greater
the increase of the ovalization. Furthermore, for a certain diameter-to-thickness ratio, five
unparallel straight lines corresponding to five different cut depths were found for the
controlled curvature-number of cycles required to produce failure relationship on a log-log
scale. Finally, a theoretical model was proposed in this study for simulating aforementioned
relationship. It was found that the experimental and analytical data agreed well.

Key words: Local Sharp-cut, 6061-T6 Aluminum Alloy Tubes, Diameter-to-thickness Ratio,
Cyclic Bending, Response, Failure.
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|. INTRODUCTION

Circular tubes are often wused in
mechanical or structural components, for
example earthquake-prone-area  structures,
drilling oil platform, subsea pipelines, and heat
exchangers in power plants or nuclear reactors.
However, these tube components are frequently
submitted to bending load, which brings about
the ovalization of tube’s cross section. And
reverse and continuous cyclic bending leads to
gradual increase in ovalization. The ovalization
phenomenon leads to the degradation of the
tube’s rigidity. The circular tube failures
(buckling or fracture) when the ovalization
reaches a crucial value. Therefore, it is of
importance to completely understand the
response during the cyclic bending process and
failure at the final stage of circular tubes
submitted to cyclic bending in many industrial
applications.

In 1985, Prof. Kyriakides and his research team
designed a bending machine and began a series
of experimental and theoretical studies on tubes
submitted to monotonic or cyclic bending with
or without external or internal pressure. Shaw
and Kyriakides [1] studied the elastoplastic
behavior of tubes under cyclic bending. The
moment-curvature and ovalization-curvature
relationships were theoretically simulated using
the principle of virtual work. Kyriakides and
Shaw [2] then extended the aforementioned
research to evaluate the buckling failure of
tubes under cyclic bending. They suggested an
empirical form to describe the controlled
curvature and the number of cycles required to
produce a buckling relationship. Meanwhile,
Corona and Kyriakides [3] experimentally
investigated the behavior of tubes subjected to
cyclic bending with some external pressure.
They discovered that the accumulation of
ovalization was accelerated by applying some
external pressure. Vaze and Corona [4]
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employed a similar bending machine to
examine the deterioration and collapse of
square steel tubes submitted to cyclic bending.
They discovered that the tubes deteriorated
because of the growth of periodic deflections in
the flanges. Moreover, Corona and Kyriakides
[5] studied the tube’s buckling under bending
with some external pressure. In their work, 304
stainless steel tubes exhibited the angle
buckling oriented at 20-45° to the direction of
the bending moment. Similarly, Corona et al. [6]
investigated the anisotropy of the plastic
deformation for tubes submitted to bending.
The material anisotropy behavior at the
pre-buckling, post-buckling, and bifurcation
stages was simulated by flow and deformation
theories. Limam et al. [7] experimentally and
theoretically discussed the inelastic collapse of
tubes subjected to bending with some internal
pressure. They employed the shell model in the
finite element method to evaluate tube
wrinkling and localization. Limam et al. [8]
also examined the response and collapse of
local-dented tubes undertaking pure bending
with some internal pressure. The dent
processing, tube pressurization, and tube
bending to collapse were described through the
finite element method. Bechle and Kyriakides
[9] experimentally investigated the localization
of NiTi tubes submitted to bending. In addition,
the influence of the texture-driven and material
asymmetry on the tube structure was studied.
Jiang et al. [10] studied the pseudooelastic
response of NiTi tubes subjected to bending. A
recently developed constitutive model for the
pseudoelastic behavior was implemented in a
finite element analysis used to simulate the tube
bending experiments.

Other researchers have also published
numerous related studies. Yuan and Mirmiran
[11]  experimentally and  theoretically
investigated the static buckling of fiber-
reinforced plastic tubes filled with concrete
subjected to bending. Elchalakani et al. [12]



experimentally tested on grade C350 steel tubes
with different diameter-to-thickness ratios (Do/t
ratios) submitted to pure bending. They
proposed two theoretical models to simulate the
experimental results. Meanwhile, Jiao and Zhao
[13] experimentally investigated the bending
behavior of very high-strength steel tubes and
proposed a plastic slenderness limit for the
material they tested. Moreover, Houliara and
Karamanos [14] investigated the elastic
response of long-pressurized, thin-walled tubes
at the buckling and post-buckling stages
undertaken in-phase bending. Elchalakani and
Zhao [15] focused on concrete-filled and
cold-formed steel tubes subjected to monotonic
and cyclic bending with variable amplitudes.
Yazdani and Nayebi [16] investigated the
response and damage of thin-walled tubes
submitted to cyclic bending with a steady
internal pressure. Fan et al. [17] presented an
analytical study on the critical dynamic
buckling load of cylindrical shells under a
uniform external pressure. Elchalakani et al.
[18] determined new ductile slenderness limits
of CFT structures during plastic design using
measured strains in plastic bending tests.
Shamass et al. [19] investigated the
elastoplastic buckling of thin circular shells
subjected to a non-proportional loading.

In 1998, Pan et al. [20] designed and set up
a new measurement apparatus. The apparatus
was used with a cyclic bending machine to
study various types of tube under different
cyclic bending conditions. For examples: Pan
and Fan [21] studied the effect of the prior
curvature-rate at the preloading stage on
subsequent creep or relaxation behavior, Pan
and Her [22] investigated the response and
stability of 304 stainless steel tubes that were
subjected to cyclic bending with different
curvature rates, Lee et al. [23] studied the
influence of the D,/t ratio on the response and
stability of circular tubes that were subjected to
symmetrical cyclic bending, Lee et al. [24]
experimentally explored the effect of the D/t
ratio and curvature-rate on the response and
stability of circular tubes subjected to cyclic
bending, Chang et al. [25] studied the mean
moment effect on circular, thin-walled tubes
under cyclic bending, and Chang and Pan [26]
discussed the buckling life estimation of
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circular tubes subjected to cyclic bending.

In 2010, the research team of Prof. Pan
began to experimentally and theoretically
investigate the response and the collapse of
sharp-notched circular tubes submitted to cyclic
bending. Lee et al. [27] experimentally studied
the relationship between the variation of
ovalization and the number of bending cycles
for sharp-notched circular tubes subjected to
cyclic bending. Lee [28] investigated the
response of sharp-notched SUS304 stainless
steel tubes under cyclic bending, and found the
asymmetrical, ratcheting, and increasing trends
of ovalization-curvature relationships. Hung et
al. [29] then later experimental investigated on
the mechanical response and buckling failure of
SUS304 stainless steel tubes with five different
sharp-notched depths subjected to cyclic
bending with three different curvature rates. In
addition, Lee et al. [30] evaluated the
viscoplastic response and buckling of sharp-
notched SUS304 stainless steel circular tubes
undertaking cyclic bending. They observed that
the cyclic controlled curvature and the number
of bending cycles required to produce buckling
relationships on a log-log scale revealed
parallel lines for every notch depths for a
certain curvature rate. Lee et al. [31] studied the
response of sharp-notched circular tubes under
pure bending creep. They found that the creep
curvature and ovalization increase with time for
pure bending creep and higher held moment
leads to the higher creep curvature and
ovalization of the tube’s cross-section. However,
the sharp notch for the aforementioned
investigations was a circumferential sharp notch
as shown in Fig. 1.

circumferential sharp notch

Fig. 1 A schematic drawing of the
circumferential sharp-notched tube
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The investigation of the influence of the
D,/t ratio on the response and failure was first
investigated by Lee et al. [23]. The 304
stainless steel smooth tubes with four different
D/t ratios of 30, 40, 50 and 60 were tested
under cyclic bending. Later, Chang et al. [32]
studied the buckling failure of 301 stainless
steel smooth tubes with different D/t ratios
subjected to cyclic bending. In 2012, Lee et al.
[33] started to investigate the influence of the
D,/t ratio on the response and failure of sharp-
notched 304 stainless tubes under cyclic

bending. The type of the sharp notch was in Fig.

1 and three different Do/t ratios were 16.25,
21.20 and 24.46. They discover that five almost
parallel straight lines corresponding to five
different notch depths for each Do/t ratio were
observed from the controlled curvature and
number of bending cycles required to produce
failure relationship on a log-log scale. In
addition, the slopes for the aforementioned
relationship for three different D/t ratios were
almost the same.

In this paper, local sharp-cut 6061-T6
aluminum alloy tubes with different Do/t ratios
of 16.5, 31.0 and 60.0 submitted to cyclic
bending were experimentally studied. Related
experimental tests were conducted by using the
tube-bending  machine  and  curvature-
ovalization measurement apparatus. The
guantities of bending moment, curvature and
ovalization were measured by sensors on
testing facilities. Additionally, the number of
bending cycles required to produce failure was
also recorded.

1. EXPERIMENTS

A tube-bending machine and a curvature-
ovalization measurement apparatus were
employed to conduct the cyclic bending test on
local sharp-cut circular tubes with different D/t
ratios. The details on the experimental device,
materials, specimens, and test procedures were
presented in the sections that follow.

Experimental Device

Fig. 2 schematically shows the
experiments executed by a specially built tube-
bending machine. This facility was set up to
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conduct monotonic, reverse, and cyclic bending
tests. A detailed explanation of the
experimental facility can be found in many
papers (Pan et al. [20], Pan and Fan [21], Pan
and Her [22], Lee et al. [23]). Pan et al. [20]
designed a new light-weight apparatus to
measure the curvature and the ovalization of the
tube cross section as shown in Fig. 3. Two side-
inclinometers in the apparatus were used to
detect the tube’s angle variation during cyclic
bending. The tube curvature can be determined
by a simple calculation according to the angle
changes. An extended version of the calculation
can be found in the work by Pan et al. [20]. In
addition, the tube ovalization can be measured
in the center part of the apparatus that included
a magnetic detector and a magnetic block.

Hydraulic Cylinder Chain

Solid Rod
Roller / /
— K

T\
=
‘K Tube
Support Beam
Load cell

Hydraulic Cylinder

Sprocket
Chain

Fig. 2 A schematic drawing of the tube bending
machine

Material and Specimens

6061-T6 aluminum alloy tubes were used
for the experimental testing. Table 1 depicts the
chemical composition (weight %) of the tested
material. The mechanical properties were 0.2%
offset yield stress (c,) = 166 MPa, ultimate
stress (o) = 258 MPa, and percent elongation =
23 %.



Solid Cylinder

Center-Inclinometer

Coil Coil
Fig. 3 A schematic drawing of the curvature-
ovalization measurement apparatus

Table 1 Chemical composition of 6061-T6
aluminum alloy (weight %)
Chemical

Composition Al Mg Si Cu Ti Fe

Pm?l%ﬁo” 97.40 | 0.916 | 0.733 | 0.293 | 0.268 | 0.256

Chemical

Composition Mn Zn Cr Ni Pb Sn
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processed on the outside surface again to obtain
the desired shape and depth of the cut. Fig. 5
shows a schematic drawing of the local sharp-
cut circular tube, where the cut depth is denoted
as a and the cut length is denoted as L,. The
relationship between a and L, was determined
by Lee et al. [34]. In this study, five different
depth-to-thickness (a/t) ratios were considered:
0.0, 0.15, 0.3, 0.45, and 0.6. Note that a/t = 0.0
represents a tube with a smooth surface. It can
be seen from Fig. 4 that the values of t for D/t
ratios of 16.5, 31.0 and 60.0 are 2.0, 1.0 and 0.5
mm, respectively. Therefore, the magnitudes of
a for Do/t = 16.5, 31.0 and 60.0 are shown in
Table 2. Fig. 6 shows a picture a local sharp-cut
6061-T6 aluminum alloy tube with Do/t = 16.5
and a = 0.0, 0.3, 0.6, 0.9 and 1.2 mm. In
addition, according to our measurement of a
before the test, the error was within 10%.

Table 2 Magnitudes of a for Do/t = 16.5, 31.0
and 60.0 (unit: mm)

Pm?ojf)“on 0.132 | 0.098 | 0.068 | 0.006 | 0.005 | <0.001
0

D/t a a a a a

The raw, unnotched 6061-T6 aluminum
alloy circular tubes had a length L, of 800 mm,
an outside diameter D, of 35.0 mm and a wall
thickness t of 3.0 mm. The raw tubes were
machined on the outside surface to obtain the
desired D/t ratios of 16.5, 31.0 and 60.0 as
shown in Fig. 4. However, the inner radiuses of
all tested tubes were intact (29.0 mm).

200 30 340 30 200
| T Il |
D.jt=165 o E[?
L] ol o
200 30 340 30 200
| |
Dojt=310 7 E[g
00 30 340 30 200
| | i |

Do/t=60.0 ; ___________________ E[E
Fig. 4 A schematic drawing of tube’s

dimensions for D/t ratios of 16.5,
31.0and 60.0

Next, tubes with a certain D,/t ratio were

31

16.5 | 0.0 0.3 0.6 0.9 1.2

31.0 | 00 | 025 | 03 | 045 | 0.6

60.0 | 0.0 |0.075] 0.15 |0.225| 0.3

. side view
top view

Fig. 5 A schematic drawing of the local sharp-
cut circular tube
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h-"—d curve. Therefore, the M-« curves for Do/t = 16.5

a=12mm and different a are not shown in this paper.

—-—" —_ St

T —
a=0.9 mm

Fig. 6 A picture a local sharp-cut 6061-T6

aluminum alloy tube with Do/t = 16.5 and
a=0.0,0.3,0.6,09and 1.2 mm
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Test Procedures < (m'])

_The te_st involved a curvature-controlled Fig. 7 Experimental moment (M) - curvature (x)
cyclic bending. The controlled-curvature ranges curve for a local sharp-cut 6061-T6 aluminum
were from + 0.2 to + 1.1 m*, and the curvature alloy tube with Do/t = 16.5 and a = 1.2 mm
rate of the cyclic bending test was 0.035 m™s™, under cyclic bending
The magnitude of the bending moment was
bending device. The magnitude of the curvature experimentally determined cyclic moment (M) -
and ovalization of the tube cross-section were curvature («) curves for local sharp-cut 6061-
controlled and measured by the curvature- T6 aluminum alloy circular tubes, with Do/t =
ovalization measurement apparatus. In addition, 31.0, a = 0.6 mm and D/t = 60.0, a = 0.3 mm
the number of cycles required to produce failure respectively, subjected to cyclic bending. The

was recorded. The timing of failure was the

tubes were cycled between =+ 03 mh
magnitude of the bending moment dropped y "

Similar phenomenon of the M-x curves with

20%. Fig. 7 was found. Because the thicknesses for
D/t = 31.0 and 60.0 are smaller, so the bending
I11. EXPERIMENT RESULTS moments at the & = + 0.3 m™ are smaller. Again,

AND DISCUSSION the sharp cut is small and local, the cut depth
has almost no influence on the M-x curve.
Therefore, the M-« curves for D,/t = 31.0 and

Mechanical Behavior . Co s
60.0 and different a are not shown in this paper.

Fig. 7 shows a typical set of
experimentally determined cyclic moment (M) -
curvature (x) curves for a local sharp-cut 6061-
T6 aluminum alloy circular tube, with D/t =
16.5 and a = 1.2 mm, subjected to cyclic
bending. The tubes were cycled between « =
+0.3 m™. It was observed that the M-x
relationship was linear for a small curvature.
However, it became nonlinear for a large
curvature. In addition, the M-x response was
seen to be characterized by a nearly closed and
steady hysteresis loop from the first bending
cycle. Since the sharp cut is small and local, the
cut depth has almost no influence on the M-«
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-04 -(IIB -I::.Z -0'_1 6 D.‘l 0I2 D.‘S OI.4
k(m™)
Fig. 8 Experimental moment (M) - curvature (k)
curve for a local sharp-cut 6061-T6 aluminum

alloy tube with Do/t = 31.0and a = 0.6 mm
under cyclic bending

-0.4 -OI.S -OI.Z -Ol.l |IJ Ol.l BTZ D.IS 0.I4
x(m?)

Fig. 9 Experimental moment (M) - curvature (x)
curve for a local sharp-cut 6061-T6 aluminum
alloy tube with D/t = 60.0 and a = 0.3 mm

under cyclic bending

Figs. 10(a)-(e) depict the experimental
relationships between the ovalization (AD,/D,)
and curvature (x) for local sharp-cut 6061-T6
aluminum alloy tubes with D/t = 16.5 and a =
0.0, 0.3, 0.6, 0.9, and 1.2 mm, respectively,
under cyclic bending. The quantity of AD, is the
change in the outer diameter. The ADy/D,-x
relationships exhibited a ratcheting and an
increasing trend with the number of bending
cycles. A larger a led to a more asymmetrical
appearance of the AD//D,-x relationship.
Moreover, a larger a of the cut tubes caused a
larger ovalization.
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Fig. 10 Experimental ovalization (AD,/D,) -
curvature (x) curves for local sharp-cut 6061-T6
aluminum alloy tubes with Dy/t = 16.5and a =
() 0.0, (b) 0.3, () 0.6, (d) 0.9 and (e) 1.2 mm
under cyclic bending

o001

Figs. 11(a)-(e) depict the experimental
relationships between the ovalization (AD,/D,)
and the curvature (x) for local sharp-cut 6061-
T6 aluminum alloy tubes with D,/t = 31.0 and a
= 0.0, 0.15, 0.3, 0.45, and 0.6 mm respectively,
under cyclic bending. Figs. 12(a)-(e)
demonstrate the experimental relationships
between the ovalization (AD,/D,) and the
curvature (x) for local sharp-cut 6061-T6
aluminum alloy tubes with Do/t = 60.0 and a =
0.0, 0.075, 0.15, 0.225, and 0.3 mm,
respectively, under cyclic bending. Similar
phenomena with local sharp-cut 6061-T6
aluminum alloy tubes with D/t = 16.5 were
found. In addition, a larger D/t ratio has a
smaller wall thickness, thus, the ovalization
increases faster.
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Fig. 11 Experimental ovalization (AD,/D,)-
curvature (k) curves for local sharp-cut 6061-T6
aluminum alloy tubes with D,/t =31.0 and a =
(@) 0.0, (b) 0.15, (c) 0.3, (d) 0.45 and (e) 0.6
mm under cyclic bending
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Fig. 12 Experimental ovalization (AD,/D,) -
curvature (x) curves for local sharp-cut 6061-T6
aluminum alloy tubes with D,/t =60.0 and a =
(@) 0.0, (b) 0.075, (c) 0.15, (d) 0.225 and (e) 0.3
mm under cyclic bending

0024

Failure

Figs. 13(a)-(c) present the experimental
data of the cyclic controlled curvature (x/xo)

versus the number of bending cycles required
to produce failure (Nf) for local-cut 6061-T6

aluminum alloy tubes with Dy/t = 16.5, 31.0
and 60.0, respectively, under cyclic bending.
The controlled curvature was normalized by &,
= t/D,’ [2]. For a certain x/x, and a, tubes with
a larger Do/t ratios led to a lower Ns. In addition,
for a certain D,/t ratio and x./x5, tubes with a
larger a led to a lower Nk.

1

0.9 e 2=00mm
08 % a=03mm
07 a a=06mm
o + a=09mm
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g 3 ¢« a=12mm
057
041
033
0.2
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(@)
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- a=015mm
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4 a=045mm
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; - a=0075mm
' w a=015mm
16 s @=0225mm
¥ F
;E + a=03mm

0.1

0 100 200 300 400 500 60O 700 800 900 1000
N; (cycles)

(©
Fig. 13 Experimental controlled curvature
(xe/ k) - number of bending cycles required to
produce failure (Ny) curves for local sharp-cut
6061-T6 aluminum alloy tubes with D/t = (a)
16.5, (b) 31.0 and (c) 60.0 under cyclic bending



Subsequently, the experimental data in
Figs. 13(a)-(c) were plotted on a log-log scale,
and five straight dot lines were observed in
Figs. 14(a)-(c). Note that the dot lines were
determined by the least square method. It can
be seen that five wunparallel dot lines
corresponding to five different a for any D,/t
ratio.

1

* g=00mm

x a=03mm

a a=06mm
s+ a=09mm

s a=12mm

Kol K,

—— Theoretical Modeling

0.1

1 10 100 1000 10000
N, (eycles)
(a)
10
« 2=00mm
- a=015mm
" 2=03mm
+ a=045mm
N + a=06umm
5
€l T

—— Theoretical Modeling

«sve Least Square

0.1

1 10 100 1000 10000
N, (cycles)
(b)
10
o a=00mm
= @=0075 mm
w a=015mm
4 a=0225mm
il + a=03mm
-
¥ 1
— Theoretical Modeling
“““ Least Square
0.1
1 10 100 1000 10000
N, (cycles}
(©)

Fig. 14 Experimental and modeled controlled
curvature (xu/x,) - number of bending cycles
required to produce failure (N) curves for local
sharp-cut 6061-T6 aluminum alloy tubes with
D/t = (a) 16.5, (b) 31.0 and (c) 60.0 under
cyclic bending on a log-log scale
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In 1987, Kyriakides and Shaw [2]
proposed an empirical formulation to describe
the relationship between «./x, and Ns to be:

KC/KO = C (Nf)-a (1)
or
log xe/xo = l0g C - o log N¢ 2

where C and « are the material parameters,
which are related to the material and Do/t ratios.
The parameter C is the amount of x./x, when N¢
=1, and the parameter « is the slope of the log-
log plot. The formulation has been successfully
simulated the x/x,-Ns relationships for 6061-T6
aluminum alloy and 1018 carbon steel smooth
tubes subjected to cyclic bending [2]. In this
study, the liner relationships between InC and
a/t and Ina and a/t were found in Figs. 15(a)-(c)
and Fig. 16(a)-(c). Therefore, we write

InC = C, - B(alt) (3)
and
Ina = a, - (alt) 4)

where C,, B, o, and y are material parameters.
Due to the linear relationship, the quantities of
C, and S were the intercepts and slopes in Figs.
15(a)-15(c) for Do/t = 16.5, 31.0 and 60.0,
respectively, and quantities of a, and y were the
intercepts and slopes in Figs. 16(a)-16(c) for
D,/t = 16.5, 31.0 and 60.0, respectively. Table 3
show the magnitudes of C,, f, a, and y for D/t
=16.5, 31.0 and 60.0.

Table 3 Magnitudes of C,, 8, &, and yfor D/t =
16.5, 31.0 and 60.0

Dolt CO ﬂ O Y
16.5 0.356 | 2.083 | -1.321 | 0.717
31.0 0.849 | 2.667 | -1.332 | 1.167
60.0 1258 | 2.495 | -1.227 | 2.167
16 . Experiment
wld Thoretical Modeling
)
E= “ {0, 0.36)
TR R 4_(::-1.5 0.0638)
oo e 08088
021 {0.45, -0.6873) -
14 4 01 02 03 i 04 05 06 07
(a)
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Next, we assumed that the material
parameters C,, £, a, and y were related to the
D./t ratios. In this study, we tried to find the
linear relationships. After a lot of attempts, the
linear relationships for C, and D/t ratios, £ and
D/t ratios, a, and Do/t ratios, y and D,/t ratios
were obtained in Figs. 17(a)-(d), respectively.
Thus, the linear relationships were written as:

Co2 = ay(Dolt) + &, (5)

[F(Do/t) = by(Dy/t) + b, (6)

a’(Dolt) = cy(Dylt) + ¢, (7
and

1/y=di/(D/t) + d, (8)

where a;, a,, by, by, €1, C,, d; and d, are material
constants. The magnitudes of a; and a, were the
slope and intercept in Fig 17(a), respectively,
amounts of b; and b, were the slope and
intercept in Fig 17(b), respectively, values of ¢,
and c, were the slope and intercept in Fig 17(c),
respectively, and magnitudes of d; and d, were
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Fig. 17 (a) The relationship between C,? and
DJ/t, (b) the relationship between (D,/t) and
D/, (c) the relationship between ¢,’(D,/t) and

D,/t, and (d) the relationship between 1/y
and 1/(D,/t)

the slope and intercept in Fig 17(d), respectively.

These material constants were determined to be
0.228, -1.781, 7.011, -40.661, 0.089, -0.191,
0.021 and -0.062, respectively. In addition, Egs.
(5)-(8) are applicable in 16.5 < D4/t < 60.0.
Finally, Egs. (2)-(8) and the material
parameters had been obtained were used to

simulate the experimental data in Figs. 14(a)-(c).
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The modeled results of the relationship between
the controlled curvature (x./x,) and number of
bending cycles required to produce failure (Ny)
curves for local sharp-cut 6061-T6 aluminum
alloy tubes with Do/t = 16.5, 31.0 and 60.0,
respectively, under cyclic bending on a log-log
scale are depict in Figs. 14(a)-(c) in solid lines.
Good agreement between the experimental and
simulated results has been achieved.

V. CONCLUSIONS

This study investigated the response and
failure of the local sharp-cut 6061-T6 aluminum
alloy tubes with different D,/t ratios submitted to
cyclic bending. Some important conclusions are
sorted as follows according to the experimental
and simulated results:

(1) The experimental M-« relationship for the
local sharp-cut 6061-T6 aluminum alloy tubes
with any a or D/t ratio displayed a closed
hysteresis loop from the first bending cycle.
Since the sharp cut was small and local, the
cut depth had almost no influence on the M-«
curve for a certain D/t ratio.

(2) The experimental AD,/D,-x relationship for
local sharp-cut 6061-T6 aluminum alloy tubes
with any D/t ratio or a revealed an increasing
and ratcheting trend with the number of
bending cycles. The AD/D,-x relationships
were symmetrical for a = 0.0 mm, but
asymmetrical for a = 0.0 mm. In addition, the
tubes with a larger Do/t or a led to more
asymmetrical trend and a larger ovalization.

(3)The empirical formulation of Eq. (2) proposed
by Kyriakides and Shaw [2] was modified to
simulate the x/x,-Nt relationship for the local
sharp-cut 6061-T6 aluminum alloy tubes with
different Do/t ratios submitted to cyclic
bending. According to the experimental data,
the forms of the material parameters, C and «,
were proposed in Egs. (3) and (4),
respectively. In addition, The forms of the
material parameters, C,, 5, a, and y, were
proposed in Egs. (5)-(8), respectively. The
results simulated by Egs. (2)-(8) were in good
agreement with the experimental findings

(Figs. 14(a)-(c)).
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