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A Study on the Improvement of Formability of the Stainless Steel Sheets
W.B, Bae, BW. Heo, HY. Kim, J.Y. Han

Abstract

Stainless steel sheets are widely used to produce electrical appliances. But
there are various problems occured in forming stainless steel sheets such as
scratch, local fracture, earing. So the productivity of electrical appliances made
of stainless steel sheets is decreased. And it is very important to improve
the formability of stainless steel sheets.

In this study, rectangular cup drawing tests have been carried out to obtain
optimum process parameters for improving the formablity of stainless steel
sheets. In the tests, selected process parameters are materials of dies and
punches, lubricating conditions, and blank holding force. From the test results,
we suggest the appropriate conditions to he applicable to the actual
manufacturing processes.

key words : stainless steel sheet, formability, deep drawing
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