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ABSTRACT

The surface deformation of shadow mask was studied by the experiments and numerical
analysis for process improvement and delet of the stabilizing process in the shadow mask
manufaturing line. To inverigate the thermal deformation of shadow mask with and without
stabilizing process mask, data of spring strength, frame flatness, frame magnetic force and
a mask surface curvature were measured. The tube characteristics of two kind of shadow
masks were also investigated.
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