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Abstract

This research aims to study the influences of stainless steel in metal plate
drawing through the hydrodynamic deep drawing process. SUS 304 and SUS 430
stainless steel plates were used in metal plate drawing to form cylinder shapes
with 45 millimeters diameters in the drawing ratio of 1.8 The variables are three
values of oil pressure, which are 5 MPa, 10 MPa, and 15 MPa. There were two
values of the blanking force, in which the lowest was 6.28 KN and the higest
was 11.46 KN. Experiment results have discovered that the SUS 304 stainless
steel did not tear off after the drawing, but the SUS 430 stainless steel had tore
off after the drawing of every piece. This correlated to the tensile testing, in
which the extension rate of the SUS 304 stainless steel was higher than that of
SUS 430 stainless steel. The 11.46 KN blanking force had less wrinkles because
with the higher blanking force, the thickness was changed to 15 MPa. The
thickness has changed because high pressure caused the stress distribution to

be better, thus the thickness has been significantly changed.
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