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A Study on the Analysis and Improvement of
Forming Process of a No-Bridge Blank

Y. W. Lee and K. Z. Cho

Abstract

Deep drawing process, one of sheet metal forming methods, is used widely. Circular or square shape
blanks are currently studied mainly. Especially, circular blank for coating case of chip condenser remains
bridges when it is made out of aluminum coil. The bridge reduces Material-withdrawal-rate of aluminum
coil to 60%. This paper proposes a no-bridge blank instead of circular blank. To get the different values
of two cases, comparison circular blank with no-bridge blank is accomplished in the point of thickness
strain in the vicinity of flange. In order to find optimal condition in new proposed blank, several process
vanriables - those are blank holder shape, die shape radii, punch shape radii and blank holding force - are
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Fig. 4 No-Bridge blank

Fig. 3 No-Bridge blanking
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Table 1 Input Data for Calculation
Young’'s Modulus | 69000 N/ mm?
Poisson’s Ratio 033
blank materiall
?? men 07
conditions
Initial Yield Stress 140 N/ mm*
Thickness 0.27 mm
blank holding force 188 N
friction die : blank 0.1
conditions | blank holder @ blank 0.1
punch '@ blank 0.25
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Fig. 6 Circular balnk shape mesh and deformed shape

Fig. 7 No-bridge balnk shape mesh and deformed shape
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Fig. 10 Die shape radii variation

0 05 1 15 2 25
Distance from bottom{mm)

Fig. 11 Punch shape radii variation
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‘ Fig. 12 Blank holding force variation
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