BMARE ERFHRRHA RIK, EO% 1 pp.35~40, 1998. 6
Cheju National Univ. R.LT. Jour., Vol.9, No.1, pp.35~40, 1998. 6

O = [
B2A4 384
"

o] 43 =2 nl= Ay

2 83y Y

3 E o G AT

Draw-Bead Forming and Traction Process Analysis
by an Elasto-Plastic Finite Element Method

Dong-Won Jung* and Sang-Je Lee™

ABSTRACT

During the sheet metal forming. it is often necessary to control the rate of metal flow into the die cavity.

The control of metal flow can be achieved through the blankholder. lubricant, draw-bead, or a combination. In

this study among the conditions, examines the draw-bead. The role of control or restraining beads is to

provide enough tension to deform the material plastically over the punch face. and to ensure proper shape

fizing of the part. In this study, an elasto-plastic/static-implicit FE program is used for the analysis. It was

assumed the result of numerical analysis is applicable to the practical industrial process by analyzing the

draw-bead forming and traction process with erection.
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Fig. 3 The deformed shape of blank at every punch

stroke.
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Fig. 4 The deformed shapes of blank aftér numerical analysis.
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Fig. 6 Distribution of the elongation strain at the
near bead (upper layer).
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Fig. 7 At the traction process, the deformed shape
of blank at each stroke.
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Fig. 8 The traction force which goes with the
traction quantity.
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