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ABSTRACT

The rapid progress of automobile industry has led to a demand for sheet metal products and the
new forming technology for complex product is required. In Deep Drawing process of steel
sheet.especially stainless steel sheet at room temperture,some intermediate annealing need to be
added to lessen strain hardening effect.

The present study is concerned with the warm deep drawing of stainless steel sheet. In order to
reduce the number of working process,the limit drawing ratio is considered as main parameter. In
this study,.the effect of process variables such as blank holder force, working temperature and
lubricant on limit drawing ratio is investigated. Experiments are carried out for the hemispherical
and square shape at room and warm temperture respectively. The Drawing loads and thickness
deviation according to process variables are measured. As the result of applying those
experimental data to the commercial butt product, the number of process can be reduced and good
quality of products can be obtained.
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(a) square cup

(b) hemispherical cup

Intial Thickness : 1.0mm
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Fig.2 Thickness distribution of hemispherical product with working
temperature.
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Fig.3 Sectional view of warm deep drawing die and drawing of butt product
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- 209 -



Distribution of thickness(mm)
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a— Conventional drawing
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Fig.6 . Distribution of average thickness of drawn butt for two different

working conditions
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