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Multi-Stage Deep Drawing Process of Cylindrical Boss of Pulley

XIE Rui', DING Fang-giang', ZHOU Min®, TANG Ji-ping’, LI Ping'

(1.Hefei University of Technology, Hefei 230009, China;
2.Nantong Fuleda Vehicle Accessory Component Co., Ltd., Nantong 226300, China)

ABSTRACT: In order to study the multi-stage drawing process of cylindrical boss of pulley, the drawing numbers were calcu-
lated by the sheet metal drawing coefficient, and the process of multi-stage drawing was researched by the finite element simu-
lation software. Results showed the cylindrical boss could be formed by eight pass drawings. The maximum equivalent stress
and the strain distribution were in the position of the corner of the die and outer surface of cylinder wall. With the increase of
drawing pass, equivalent stress and strain increased gradually. After eight pass drawings, the accumulated equivalent stress and
strain in the material become larger, the formation of cylindrical boss is good, and the size meets the requirements. Pilot produc-
tion is successfully carried out according to the results of simulation.
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Tablel The relationship between drawing pass and drawing relative thickness #/D

BIANTEE (H+) /D (%)

FIRUCEL
0.08~0.15 0.15~0.3 0.3~0.6 0.6~1.0 1.0~1.5 1.5~2.5
1 0.38~0.46 0.45~0.52 0.5~0.62 0.57~0.71 0.65~0.84 0.77~0.94
2 0.7~0.9 0.83~0.96 0.94~1.13 1.1~1.36 1.32~1.60 1.54~1.88
3 1.1~1.3 1.3~1.6 1.5~1.9 1.8~2.3 2.2~2.8 2.7~3.5
4 1.5~2.0 2.0~2.4 24~29 2.9~3.6 3.5~43 4.3~5.6
5 2.0~2.7 2.7~3.3 3.3~4.1 4.1~5.5 5.1~6.6 6.6~8.9
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