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A Study on the Influence of Blank Shape in Elliptical
Deep Drawing Process

D. H. Park, W. R. Bae, S. B. Park and S. S. Kang

Abstract

Most of researches have been performed on the formability of axisymmetric shape, but it is insufficient
that the study on process variables of elliptical deep drawing product. There are many process varlables
exerted influence on the formability of products. Particularly, blank shape is more important than the
others in elliptical deep drawing process. In this study, blanks of three types were proposed and compared
using thickness distribution and movement of sheet during the process. The aim of a paper is to obtain

optimal blank shape through experiment and finite element analysis(FEA).
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Table 1 Contact body

Form of |Number of| Method of
surface surface control
Punch NURB!® 72 Load
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Die NURB 30 Fixed
Sy&qaertlnc NURB 9

Table 2 Number of node & element

A type B type C type
Number of 435 293 3
node
Ni f
umber o 482 878 83
element

Table 3 Material & process variables

Default thickness [mml] 16
Stress—strain curve [MPa] =524 & 047
Blank holding force [kgf] 1000
Clearance [mm)] 20
Frictional coefficient 0.04
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