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Fig. 10-3. Displacement of marking lines by metal flow in rectangular draws: (A) the two box

corners showing the lines displaced by
spaced lines.'

deep drawing; (B) portion of blank showing evenly
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Fig. 10-5. Set of draw dies showing (A) Fig. 10-6. Two different draw beads to control
good and (B) bad control of metal flow in  metal flow during deep drawing: (A) molding type,
cupping; the contour of the punch deter- offset in blankholder; (B) lock type, inserted in the
mines its initial contact with the blank.' draw ring.’
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DEEP DRAWING AND IRONING
PROCESS CAPABILITY CHART

DISMETER (rmm)

ROLL FORMING
PROCESS CAPABILITY CHART
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=2
(=1

DIMEMS KON {rmm)

TOLERAMCE (£ memi)

BENDING PROCESS CAPABILITY CHART

3

CAMENSION (memy

[]

[
[]

KEY:

Process doas not normally operate within this region

Represents thie normal working capability of the
process

Dimensional tolerances cannot be achieved
capably and increase difficulty'cost substanhally
Consider enother or secondary process
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