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A Study on the Optimum Pre-form Design for
Multistage Deep Drawing of Oval Shells

Doo Hwan Kim

Abstract

This paper discusses some techniques for the determination of optimum blank size and pre-form
design for multi-stepped deep drawing of oval shell. The deep drawing process of oval shape has been
regarded as more difficult than that of cylindrical shell because of its complicated behavior of plastic
deformation. But there is insufficient information in this area to carry out successful deep drawing
work of irregular products such as oval, rectangular, and square shapes. In order to find the opti-
mum conditions, the drawing apparatus for two kinds of pre-form design are built, a series of draw-
ing experiments performed, and thickness stain distributions measured. From the results of these
suggested experiments, various optimum process variables are observed and discussed.
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forms proposed by the experiments
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