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A Study on the Behavior of Wrinkles in Cup Drawing with AL alloy

J. M. Kim(School of Mech. & Auto. Eng., UOU), Y. S. Choi(School of Mech. & Auto. Eng., UOU)

ABSTRACT

The wrinkling in the flange and wall of a part is a predominent failure mode in stamping of sheet metal parts.
In many cases this wrinkling may be eliminated by appropriate control of the blank holding force(BHF), but BHF
affects the draw depth. Gotoh had studied the wrinkles under 0.02mm in height. In general, the height of wrinkles
could be limited under 0.2mm practically. Therefore small BHP can be allowed so that the depth of drawing could

be increased.

Authors research the variation of the wrinkles in flange in the course of cup drawing by using aluminium alloy

A1050 and A5052.
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Fig. 1 Shape of die with square section
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Fig. 2 Measurement system for wrinkles
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Fig. 4 Hight of wrinkles versus B.H.P. in straght side
with A1050 and A5052 sheet
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Fig. 5 Hight of wrinkles versus B.H.P. in the corner
with A1050 and AS5052 sheet
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(b) A5052 sheet

Fig. 6 Comparison of BHP with Gotoh's
in straight side
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Fig. 7 Comparison of BHP with Gotoh's
in the corner
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