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Study on blank expanding of flat and height unequal box

SHI Yu-ging, GUAN Ai-—zhi
(School of Mechanical and Automotive Engineering, Zhejiang University of Science and Technology ,
Hangzhou 310023, China)

Abstract: Although available methods of blank expanding are useful for flat and equal-height shallow
box workpiece, they are unsuitable methods to calculate the expanding blank of flat and height unequal box.
On the basis of analysis of the mechanical and geometric conditions for box drawing, a new easy calculation
method of blank expanding of flat and height unequal box is presented. And the method of calculating the
expanding blank of a counting plate box can meet the requirements of production practice, which proves the
practicability and promotion value of the method.
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Fig.2 Drawing of workpiece
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Fig.3 The expanding demonstration at point a and b
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Fig.4 The blank expanded
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