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Abstract

This research is an application of finite element methods for deep drawing process to assist in reducing the steps in the
process. The mold was designed from a simulation and analysis of the deep drawing process. The material, JIC G 3141 SPCC,
was used for molding. The prototype model’s was 71, 19, 0.5 mm. in diameter, height and thickness respectively. An analysis
of finite element method resulted in a suitable diameter of 95 mm. for the blank sheet, while the die radius was 3 mm. and the
blank holder force was 6 kN. The mold was designed, and the real model was formed. A comparison of the results from the real
model and simulation model showed that they were the same shape with some differences in the locations of tears and wrinkles.
The findings indicated that applying finite element method of the deep drawing process had aided in designing the mold, as well

as in calculating the diameter of the blank sheet and blank holder force which had reduced time and costs.
Keywords: Sheet metal forming, Deep drawing process, Finite element method
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AnaNUREINg SPCC JIS G 3141
Modulus Young (E) (Gpa.) 210
Yield Stress (YS) (Mpa.) 145
Poisson’s Ratio 0.3
Hardening Exponent (n) 0.21
Hardening Coefficient (k) (GPa.) 489

Anisotropy Coefficients(ry,r,5,Io0)

1.017,0.981,1.084

Normal Anisotropy

1.0
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