AFIAR Ao ATAY limno F oylods FA Ao AB Lol 0)lod «SuilSio  casiiden Alxo

G S 50 095 )k labad gl addgl 00,5 (s

Al ooy le,S il g oSl (SlSe askigs 05,5 ¢ lyolin] ¥ Sloko sola
Al elosS (oo ool ol;T olStils (SilSlo _uwiigen 03,5 s wlid IS (ggmtils S
US>

350 o § Slaiwg gloabiazs cplox g aiile JSb Sloud Y gamme 4 Blo G5 (ol JSb gly a5 col 6,550 laos 1,8 glyil 51 (S Gaas S
adsl 00,5 5 olul 45 05i o plowl aiw o L LIB 3o 4y o oy jLad g o S B (o) gehave 3,5 o ol JL3 L Jee ol 05 o 1,8 eolanl
535 o s G e Sl el 00 oSl ginie 5 ol 0l 3 55 S e o 5 22398 B Sz s By5 (SO
ez L5 IS e slagledl Bas b (B pas §)5 lade urws 5 plol ABAQUS sgame izl 1580 o35 5l osliwl b anl b JolS (g5ke acds ol
Slael Gl aalsl o Aoi'lks,o Sy adgl 00,5 e solid work J58l o 5 oy Glad 4 Brae By9 JUWSIL 005 e e iS alyd cou
GRS Al g 48,5 18 LB 31 00,95 (i By e 090ss el (i Slikes g e By9 59y o0l Sy adl 005 i il (mis

ol 32,598 VANV sgam S Judainns (559 b duglio ;o adgl 00,5 Jlael b 5,9 ieisS anl)d (o wls las alol> wls 0ed 0 ploxl ol s9,

(it carlglos 3 o 20 S5 (Gree S 1 g0alS (W03l
The blank Investigation of Square parts in Deep drawing

H. Salavati
H. Maftooni

Department of Mechanical Engineering, Shahid Bahonar University of Kerman, Kerman, Iran

Department of Mechanical Engineering, Islamic Azad University-Kerman Branch, Kerman, Iran

Abstract

Deep drawing is an important and useful method to form different configurations like bath tub, shell box and etc from sheet metal.
Deep drawing is a sheet metal forming process in which a sheet metal blank is radially drawn into a forming die by the mechanical
action of a punch. In this process, the dimension and the blank of initial sheet metal must be obtained to reduce the material waste.
The aim of this paper is to obtain the blank curve of rectangular plates. First, the actual simulation of deep drawing process is done
by ABAQUS software. Then, by removing the non-deformed elements of the plate and exporting the remained sheet to the Solid
Work software, the blank curve is determined. In order to check the method, the experimental deep drawing process was done on
two sheet metals, one with rectangular configuration and the other with the obtained blank. The comparison shows the reduction of
material waste (about 18.75%) for the sheet with the suggested blank.

Keywords: Deep drawing, Forming, Blank, Simulation.
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