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Abstract T l 8 7 8 28

There are three types of flanging: straight flanging, stretch flanging and shrink
flanging. The straight flanging is considered as plane strain problem. The stretch
flanging and the shrink flanging are axisymmetrical problem. After simulation and
analysis by using finite element method, the following conclusion can be drawn: (1) In
straight flanging process, springback angles increase as gap between punch and die
and/or radii of punch and die increase. However, springback angles decrease as the
sheet thickness increases. (2) In stretch flanging process, springback angles increase
as drilling diameter, the sheet thickness and/or radius of die increase. (3) In shrink
flanging process,springback angles decrease as diameter of metal sheet increases.
However, springback angles increase as the sheet thickness and/or radius of die

increase.
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