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A Prediction of Failure in the Stamping Line by

Using the Plane Strain Stretch Test
Soo-Sik Han, Kee-Cheul Park, Jo-Kwan Jin
Sheet Products & Process Research Team, POSCO Technical Research LAB,

Abstract

The plane strain stretch test (PSST) developed by POSCQO as an activity of
Customer service was applied to the establishment of the formability criteria and
the prediction of failure during the stamping processes. The PSST was applied to
the actual parts such as oil pan and shock mount and the criteria of PSST value
for each forming parts were established. These value can provide the possibility of
prediction of failure before the stamping process. These results show that the
PSST can precisely predict the stamping formability of steel sheets.
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AY|EF| YP | TS |[EL(®) | r n | PSST {LDR| LDH |u}atAi$
DD 1 |18.54]30.81129.35/1.72]0.231]33.14{2.36]34.07| 0.152
2 [16.85[33.35(45.99(1.9210.246|34.36(2.36(34.33{ 0.150
1 16.79]29.35/44.05/1.95/0.237(33.65[ 2.4 | 34.50{ 0.154
EDDQ( 2 {16.63]|29.69|46.89(1.94,0.249|33.61]2.36|34.16] 0.148
3 [12.88]28.18]47.92(2.07{0.264|34.05(2.36|34.89| 0.149
Table | Comparition of PSST value with other TEST
ofar | A A%
Al YP TS EL PSST = ;
1 f n Al 4 Oilpan | S Mount
CQ [22.5)34.1 | 37.111.2510.17|31.6810.150 ) Al
CQ [19.8] 28.8 | 42.8 {1.66,0.21|34.61|0.148 | AZF 45
DQ |24.6( 32.9 | 34.4 1 1.22]0.1829.57|0.142 | A Al
DQ [19.51 29.5 | 41.4 | 1.42,0.21133.01|0.146 | A= )
DDQ |19.0] 29.2 | 42.1 | 1.7010.22 [34.00| 0.145{ A= A
EDDQ | 18.0| 28.3 | 43.4 | 1.66 | 0.23 {34.81| 0.147| A& A2

Table 2 Correlation of PSST value to press performance



