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Preface 

Following the long tradition of the Schuler Company, the Metal For­
ming Handbook presents the scientific fundamentals of metal forming 
technology in a way which is both compact and easily understood. 
Thus, this book makes the theory and practice of this field accessible to 
teaching and practical implementation. 

The first Schuler "Metal Forming Handbook" was published in 1930. 
The last edition of 1966, already revised four times, was translated into 
a number of languages, and met with resounding approval around the 
globe. 

Over the last 30 years, the field of forming technology has been rad­
ically changed by a number of innovations. New forming techniques 
and extended product design possibilities have been developed and 
introduced. This Metal Forming Handbook has been fundamentally 
revised to take account of these technological changes. It is both a text­
book and a reference work whose initial chapters are concerned to pro­
vide a survey of the fundamental processes of forming technology and 
press design. The book then goes on to provide an in-depth study of the 
major fields of sheet metal forming, cutting, hydroforming and solid 
forming. A large number of relevant calculations offers state of the art 
solutions in the field of metal forming technology. In presenting tech­
nical explanations, particular emphasis was placed on easily under­
standable graphic visualization. All illustrations and diagrams were 
compiled using a standardized system of functionally oriented color 
codes with a view to aiding the reader's understanding. 

It is sincerely hoped that this Handbook helps not only disseminate 
specialized knowledge but also provides an impetus for dialogue 
between the fields of production engineering, production line con­
struction, teaching and research. 
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This Handbook is the product of dedicated commitment and the wide 
range of specialized knowledge contributed by many employees of the 
SCHULER Group in close cooperation with Prof. Dr.-Ing. H. Hoffmann 
and Dipl.-Ing. M. Kasparbauer of the utg, Institute for Metal Forming 
and Casting at the Technical University of Munich. In close cooperation 
with the SCHULER team, they have created a solid foundation for the 
practical and scientific competence presented in this Handbook. We 
wish to offer our sincere thanks and appreciation to all those involved. 

Goeppingen, March 1998 

Schuler GmbH 
Board of Management 
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Wd drawing work on double-action presses, m,kNm 
draw energy of a double-action press m, k m 

We drawing work on ingle-action-presses, m, k m 
draw energy of a single-action pre m, k m 

wid referenced deformation work, pecific forming work mm/mm3 

W nominal work for continuou troking Nm, k m 

Ws blanking work, blanking energy, hearing work Nm, k m 

x correction factor 

x location of the re ulting blanking force 
in the x direction mm 

y location of the resulting blanking force 
in the y direction mm 

z no. of teeth of a gear, no. of workpiece 

z..v roller feed value mm 




