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Influences of variable die motion curves on

limited forming property of sheet metal

SHI Yuging, GUAN Aizhi
(School of Mechanical and Automotive Engineering, Zhejiang University of

Science and Technology, Hangzhou 310023, China)

Abstract: Most research works about unstability deep-drawing of sheet metal didn’t take the
influences of die motion curves on limited forming property of sheet metal into considerations.
The application of servo-press makes it possible to change the speed and position of the slide.
Taking the cylindrical cup as an example, the ANSYS/LS-DYNA is used to simulate the
process of the deep drawing with the various curves of the die motion. The results illustrate
that various die motion curves influences significantly on the distribution o f thickness reduction
rate in a cylindrical cup. The most significant influence on the improvement of limited forming
capacity of sheet metal is the stair-alike die motion curve.
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Fig. 5 Movement characteristic curve for four kinds

of sheet-metal drawing load slider
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