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A General Tool Surface Contact Search and
its Application to 3-D Sheet Forming

EXK. Suh’ , HB. Shim™

*  Yeungnam Univ. Graduate School
** Yeungnam Univ. Mechanical Department

Abstract

In the present study, a general tool surface contac search and check
algorithm 1s proposed. A general tool surface 1s described by triangular FE
mesh. To check a proposed algorithm, clover cup and L-shape cup deep

drawing processes are calculated. The elastic-plastic
(Shear Energy Augmented Membrane)

stability.
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Material : Cold rolled steel
Stress-strain curve :
T =60.7(0.001 + & )*# kgf/mm’
R-value : r=1.66
Initial sheet thickness @ t=0.742mm
Punch & Die shoulder radii : R=5mn
Clearance : C=1.25mm
Coulomb friction coefficient -
punch/sheet=0.24 , die/sheet=0.12
Blank Holding Force(BHF) : 800 kgf
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0 =47.765(0.001 + € )'® kgf/mm® by

R-value : r=1.66

Initial sheet thickness © t=0.7mn (7]
Punch & Die profile radii © R=5mn g
Clearance : C=1.25mn 7}

Coulomb friction coefficient © 0.12
Blank Holding Force(BHF) © 500 kgf
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