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A Study on the Forming Process Design of Engine Pulleys for Automobiles
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ABSTRACT

In this paper, we will discuss in the forming process design of the making engine pulleys for

automobiles. These pulleys are required to be made by precision deep drawing process because these are

to be combined with bearings and engine timing belts. These pulleys are used of cold rolled steel plates

starting with the initial blanking size of 1152 mm and the initial thickness of 1.2 mm. Qur deep drawing

process is designed the continuous 5-steps process, that is, 1’st deep drawing, 2'nd reverse redrawing,

3'rd trimming, 4'th drawing-ironing and 5'th piercing. This process need no in-process annealing.
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