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Abstract: It was analyzed and experimented on the change of the material thickness according to the size of the "R" of 
the punch and die corners using the  material of SCP-1 0.25mm As a result, the following conclusions were obtained. 
Tensile strength analysis and safety analysis of materials are very important process for each process in strip layout, and 
Through this, the Influx of material and the deformation of the material were found. As a result of safety analysis and 
tensile thickness analysis, when the corner R of the punch was 0.3 mm and the edge R of the die was 1.0 mm The 
inflow of the material was not smooth, and the thickness of the corner part became 0.2 mm, causing cracks. when the 
corner R of the punch was 0.5 mm and the edge R of the die was 1.5 mm The inflow of the material was smooth, The 
thickness of the corners of the product is 0.21mm and It was considered that cracks do not occur when the thickness of 
the bottom surface and the body part becomes thin. The results obtained by applying the results obtained from the 
analysis, In Experimental Condition 1, a crack occurred in the same part of the analysis In Experimental Condition 2, the 
flow of the material was smooth and the drawing processing could be performed without generating cracks.
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1 0.3 1.0

2 0.5 1.5
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