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Abstract

TE161116

This investigation is to study efficiencies of the Wing-bend die compared with the conventional
V-bend die. The material used is SUS 304 stainless steel of 1 mm. thickness. In this study, there
are five aspects to be considered, (1) quality of part’s finishing surface, (2) part’s spring back, (3)
minimum flange length bendable, (4) minimum distance from the hole’s edge that are successfully
bent without distortion, and (5) capability of performing bending with angles. Results show that
the Wing-bend die outperforms the conventional V-bend die in every case. There is no bending
mark in the Wing-bend die process as shown the mark from the V-bend die although lubricant and
PE sheet are used to protect the part surface. The part from the Wing-bend die process has less
spring back than the conventional V-bend dic process. The minimum fiange lengths bendable
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3.5 mm. and 5.0 mm. for the Wing-bend die and the V-bend die, respectively. The reasans why the

Wing-bend die outperforms the conventional V-bend die for the last two aspects are that the part

surface continuously contacts with the die during the bending process, while there is an air-bending

period at the beginning of the V-bend dic process.





