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A Study on the Drawability of Rectangular Deep Drawing of
Sheet Metal using Local Heating

Dong-Hwan Park *, Chang-Ho Kim* *, Sung-Soo Kang * * *
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74 2 tABSTRACT)

This paper describes that the effects of punch speed and temperatures of the die and
the hlank holder on the drawability are examined. Up to now, multi-stage of dies sets
have been used generally at room temperaturc in deep drawing of rectangular shaped
components. But using local heating, it is shown that one stage of die sct was capable of
deep drawing and the drawability was increased and sheet thickness of component was
drawn somewhat uniformly. Rectangular deep drawing experiments on two kinds of
stainless steel STS3I6L, STS430 of 1.0 mm thickness have been conducted using local

heating. The limiting drawing height can be increased by heating the die and the blank
holder up to 100T at STS316L. Commercial lubricants hadn’t an effect on drawability in

rectangular deep drawing, but vinyl and teflon film had an cffect on it.
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