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Abstract

The objective of this thesis is to study the effects of the die chamfer angle, the die
chamfer depth on the quality of cut edge, the geometrical quality in the fine blanking
process by finite element method. The numerical results are then to be compared with
the experimental results. In both the simulation and experiment, mild steel JIS.SPHD
P/O with 7.2 mm thick, die clearance of 0.5% are used in common. For the simulation,
die chamfer angles of 0° to 45° with an increment of 50, die chamfer depths of 0.5, 1.0,
1.5, 2.0, 2.5, 3.0, 3.5, 4.0, 4.5 and 5.0 mm are applied. On the other hand, die chamfer

angles 45" and die chamfer depth of 2.0 mm. are used for the experiment. Holifa HFF

24 is used as lubricant,

The numerical results show the value is make guality of cut edge very goed is die
chamfer from 45 and die chamfer depth of 2.0 mm. the value of width die-roll 6.117
mm. depths of die-roll 2.14 mm. and excellent flainess of cut edge h,; 100 % and hg,

95.13 %, the maximum error between the simulation model and the experiment is

6.54%.

(Total 153 pages)

Keywords : Fine Blanking
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1.3.1 dglidwiunmyidy fo mEnndawanaigiu JISSPHD P/O lududou
Waslgsodnsmugudrwaidushaugnaifiasd 62.0 mm. AIINAW 7.2 mm,

1.1.2 gasineusdiaiocliada 0.5 % VBINMUWUTIEG

1.13 quﬂuﬁ'@u‘%nmﬂmuﬁwﬁ 90"

1.1.4 anudniumudssyuthney 05, 1.0, 1.5, 2.0, 2.5, 3.0, 3.5, 40, 4.5 uax
5.0 mm aNEIaL
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1.1.6 i’a@lﬁwﬁguiua:mUL}"Jumﬁnﬂéﬁm“?aoﬁa AIS| M2.

1.1.7 senuuvlugadiassmiiiiuvasidrnmndosiTiW ludieRuamd Walsenay
MIfaEula

11.8 qhaaarwsﬁwmwum‘%amauﬁmaﬂﬂu’l-ﬁ’[ﬂ'SLan"lN“leLaaLm@TﬁwL'”s%gﬂ

149 mydaassssgunauuagm ¥t mo unndn usnemhiasdud Wuizg
whanTsanueiselurzwiuwninsie sz dunvuiendunanadn

1.1.10 wipaudaminain HOLIFA HFF24

1.1.11 MU ATWUT LA ULLUAIN BUNaBIaAATOINIR 320 a4

1.4 3515398
144 @nwamddouasnguiiinedasdmiuninAinmsiwsluoaed
1.4.2 ie3eutpyanuudnasy (Model Data) iaunisugiianas (Pre-Processing)
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NOBHUIINUBITIOTIAAIESME (Fracture Criterion) Farrmuaszyl¥mssnnas
msieuiianuindeds  ussdeliGasvesarufianarafianafiannnisdianazal
anufaniildsanur SWludiodne
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(Fully Shear) gunwiiGauasabiiiasesuan Ia1u3ug9 (Excellent flatness) N
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qnn (1] ﬁ'mwaammux;umm*é'mﬂmuﬁgwf ﬂfnuﬁwumm‘é'mﬂmmw&ﬁuaz
Safiaudadaiowud Lﬁa?‘inmqmmwﬁ’a aumwinm TunssdBinsuusaiuuy
Bunmdndnsudoulwsludiofinng Tan Tusunsufils Defrom 2D version 8.0 e
padwii e nand I USou Ao unurantsnaans fﬁ@%ﬂﬂ%ﬁlﬁﬂﬂﬁﬁﬂaama:ﬂﬂaaa
HwlagnSnnaacyuaauasyw JS.SPHD P/ awmuw) 7.2 mm ieoususd
\wisafinda 05 % s iEg dnfunisiess 1‘ﬁ‘;;ma’mtﬁmﬂmﬁﬁwﬁ 0" f4
90° Tauifinfiar 5° ﬂ’.lmﬁn;:‘lm’lmﬁmﬂa’mﬁguﬁ 05, 1.0, 1.5, 2.0 mm uazIAlANGA
URuWnE 0.05, 0.10, 0.15, 0.20 mm eVESU

PNHAANTLBIFAR TN mm‘?im&gmmmﬁuaﬂmuﬁguimn 0" £9 45  fnarilw
funsaiaudans  aansiirenaRaItuNaNTIaADI LLG}'ﬁﬁﬁ%’ua‘J‘uamLﬁmﬂmuﬁgui
Sous 45" fa 85° sundadandong tRudw Lm:ﬁﬁmmﬁzwfﬁmm:auﬁq@ﬁa
agmmmﬁmﬂmuﬁzwﬁ 30°¢ 2" ﬂ’nuﬁmamamﬁmﬂa’mﬁguﬁ 0.5 mm waradauTarus
0.2 mm mmmﬁ@wmmgaqmmiﬁmaﬁ’wfﬁvl@’fmnmﬁ'maar’i’umsmaaaﬁa 4.60%

Brokken [2] #NWNANTISSIRBINITAMIGOL (Blanking Process) (USsuifinuny
kantnasaafivin Y udn Lﬁaﬁnmﬁagﬂs‘wﬁé’qmsé’@ dRanlafnmie ATIUEIVDS
Fauldann  anuimszasdadion mmgnauaﬁuu Taprnsulaousnsaalusunsy
wmsde da Auedouudiadiosdade munFvesIagiluuuuBangunanadin  Brokken
1al9%n13 Operator Split Arbitrary Langrange Euter (0S-ALE) 1ih Usuruenlusunsa
Wludioduudd@niagy MARC lums Remesh OS-ALE ﬁl:ﬁw'l,ﬁ'nﬁi,ﬂ'é'luugﬂmmi'a@;
(Deformation) Lﬂ‘é"w"l.ﬂ”[si’azi*mgne’fmmu’lzau lagmansarimus tainazlilnue
wdaufilddumisfimananleminenisnsutaants DG (Discontinuous  Galerkin)
TumandaufiusslnuelAsumiolng nwFiaMEewinuayTae ldinenmriues Rice
and Tracey wnld 33mrlumsvinl¥Eusmanessnamiuld Discrete Cracking (Split)
dumsuonmaaanands  Tasdnsuenaallaninnefidasnuaduadedfirmualy
iU wmansasmIdaian (Deformed Geometry) ﬁvlﬁa'mn'rsa‘haaonwﬁmflqmmw?‘sﬁ
nan 1T i ludlefunddananstnulianlndideaunansnassannn snuiuue
mmfpmﬂtguuﬁﬁmﬁﬂwawvlajLﬁu 20% mm‘muau%’n‘lﬁtwﬂziﬂﬂfnwgﬁam%&m
e lasnn LW?’]:@Tao%ua%iﬁ'mimmiwaamiﬁ'uLﬁmau%'nﬁﬁ'amﬂuﬂ“'] Tadin 1%
YDIAMUAWITOIL AR U Y Lm:ﬂ'oﬁao'ﬁuagjﬁ'uﬁﬁnﬁ Remesh wa=i3Emsfivnliiafiuus
’u’maanmnﬁ'uqmmwmawauﬁmﬁ‘lﬁné’aﬁnnm'sﬁﬂL«ﬁauﬁqmmwﬁmmmmn e
WinununslEiSauiefiund (Element Deletion) (a8)

Etienne, et al. [3] tavhnimlSudsaiamnlusunsulWiudiofiuud DEFORM 2D
nasiu 8.0 Taudy Tusunsution (Subroutine) 1 h/ludalisunsy DEFORM 2D 1 fals



Tsunsuaansavnnusadan  (Blanking Process) 16 delwiusufivnmsinass
MIHIBANNTLANTINDBRINAY Tosldatauflunanfidanuiomofinnin
drffmualyoenly 49 lusunsu DEFORM 2D 1nafdu 8.0 ﬁﬂ%’uﬂgqué’qmmsn
dantslatliuaged ug90 1996 Tusunsy DEFORM 2D dslimsnsnimisaaifion
finsuannilon (Ductile Fracture) 1o Tusunsudrlifanssuanafivudasnlyle
walug9nds DEFORM 2D funinfimisaldoufidnisuanniien wasaumiadiame
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Gang, et al. [4] &nwiadmdudiaissfasa ﬁﬁwasiagﬂiwmaa'ﬁmmﬁﬁam'ﬁ
aaidau (Deformed Geometry) LL'saﬁl'ﬁ'LumwT@ﬂT|maugmguuﬁmsmﬂm:ﬁugﬂiw
ndansaa lldRrmanluszdumaiadilaonsnun IWludiefiuudgiiag) DEFORM
2D RITUWILLDRNNIATIBULNUNL I gﬂiﬁoﬁvl@'fmnm'sahaaad’wﬁ'ﬁ”lwvlu@ﬁaamuﬁ
Juwrlivaeandaaniunanimnangd
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3100 C 2801 P1/4H (noaiwdas) Aiflowianina 21 mm 979 120 mm wud 1 mm yade
firnnsinwnda 2.5°, 57, 7.5°, 10°, 157, 20°, 257, 30°, 35°, 40" way 45 MU
nanuSudiaiasiioda 0.1, 0.15, 0.2 uar 0.25 mm ANEIFY AIWINIFREN 0.2, 0.5,
1.0, 1.5 uay 2.0 mm ewWd1au wanmaasIrldnaun Lﬁagutﬁuaﬂﬁwnnnﬁfu
wsedadanAdaranin ﬁsgmﬁmags:wm 20° f1 45° iiasernAuilumsdnidon
Lﬁw‘;ful,ﬁmmm;mﬁm mssaidaufiszzdnsaniaaninzusiadnuiudinioofiosa
fymumsdadavniliennsaiiamssmdantwle Gﬁatﬁaﬁmquﬁmﬁauﬁﬂﬁmau
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lwiAaussdaturuudulans s‘ﬁa‘laﬂ.ﬁ@n’mﬁugﬂ yudsslundadan fuailbianugs
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Aalulmsaadunufun,



Chen [6, 7] usr Hambli [8] wuhanizausudannfianiy (Hydrostatic
Pressure) AUSIMNISAMEON ffmLﬂuu%nmﬁda%m'mﬁn'mﬂﬁﬂugﬂaai’m'gmmmma
'iﬂ@'fmanﬁﬂﬁﬁqmmwvlmﬁmayumnua:ﬁsauﬁmﬁauga FNIZHINENIAATINUNRIUGD
Fafndulsidutsaiansanududaliiuiunu

Lee [6], [9, 10, 11] Usx Klocke [12] fnwiwuin vudehuniseadauily
ussduTUAALITEY uarasinTnIRRE A uaEkey s sIIze A uIR
IAUTUNUEIDEUTIL 3 pTAIIWIeTNeR LTS ladassn et ey
Lsada wRdudmMs daldan unnadn warszazinaumnInFinanzaui nliuReddny
ﬁﬁﬂﬁqmmwmwﬁmmaanmﬁ

Murakawa, et al. [13] le¥msfinsnszasiounInanfimunsey  uasuseves
u.riua'i’uﬁ@%mqmﬁ"a'[ﬁ"l.ﬁﬁ'zﬁijmaum"’mﬁaumnﬁqﬂ laslgmarurTiniuaiadud
DEFORM 2D  dmaasmsiiuilundn  simshemzdlasimusldudfudiin
Taquianis (Rigid Body) %ummﬂui'aqﬁmﬁUmmmgﬂinluﬁ'}oma‘wgﬂarj'wmas
(Rigid Plastic) T3 winafiuatszunm 1500 sfuud imsasanumanaivan
thuna (S35C) wu1 3.6 mm THnwsianuidann (Fracture Criterion) 483y Modified
Cockroft & Latham Guiluinmusianudomisfilinsnad@owouuumilsn (Ductie
Fracture) 104789 naflaaaiafunsenalinunududafunuiliduniuin axvinly
A s auniumRuiude dnslirinavasanusuintinaudasnss 3900 Ae
nsuanduuuuaiarnlddsandadowiuie S mdudunsissasunIniInfinanzas
ﬁﬁﬂ'ﬁ.ﬁ"lﬁmmzjwmsaﬂﬁ’mLﬁaumnﬁq@ Aaszus 1.8 mm m@lua*j'xﬁ'}‘luﬁﬁmmuwao
uwnndndifiszusosnin 1.8 mm 'lﬁ'mmqa’uaa'a‘auﬁmﬁauﬁfanmﬁu NWITHAINEM
Innas3snfiounarasdiumiauniuiniszoy 1.8 mm AU 1.2 mm Fonadilduans
Wi thduntbsves wwiwindelndwutan daumaaLt‘fa%uawuﬁa;js:whaﬂuﬁﬂﬁguﬁ'
TLURIUIN azgnﬁuﬁ’ﬁolﬁﬁwaaanaﬂnhﬁﬂﬁuﬁamammuﬁn mlFanuaunsaluns
FFaN AR ATEIINIRTILT I MU AL AaRR [14]

Chan, et al. [15] @nmifisufsuiumIdadawizquuuuyy (Bar Cropping) \dis
AITDNIDLTATIT A NI T Iiuus i ATunawdn warlaifiuniudnniseds
T nsuuasnnuu lidunwudn ﬁ]:'lﬁ’qmmwﬁ'naﬂﬁ'ﬂtﬁaus‘iwn'jwnstﬁn'ziﬁﬂfﬁqLmnﬁ
wmanin  @unssusTlhituse AT unouinguauiiveciiasesuantuitaudmag
SouaaslWiFui umuﬁnﬁﬁn%wa@iaﬂmmwmmmauﬁw%mw wazdhitmsiiaouua
fa9mpITsEnIn wudiuay wwliiuaed flidnasdsanugivedsavanidon
Lﬁaamn’lmm'lﬂﬁuuaqﬁﬁwaa'ﬁanwﬁ'anmm§1u’ﬁaoﬁttﬂuag;Ltﬁqﬁa‘lxiLﬁu 1% 289
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Lee, et al. [16] lavims@nsuiBouisuszwitsnuaaidianatinesng (Conventional
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i inldweudaastwuildinadiusondaidoulasiiifasasuan
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fawldsuniiAauus e agunwle
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VOUwA ﬁf’}aL'TJumuﬁqﬂ"rghmiﬁmsmqmmwmaﬁmm frnunsTuisaasonug
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2.2 @ARINaANNLaNgEia9nsINKLLaIn (Theory of Fine — Blanking) [18]

mylvifuuast  (Fine-blanking)  \funssitaaidonlansiiiarsavaasouass
AREAAIURWITUI TN s‘ﬁaﬁﬁoﬁuwmﬂazhamn'luqﬂmwmsmﬁaamnmf’lﬂﬁuuaaﬁ
fdafimaduersgmaniuasiunudaionumwd RlinaaATlviuuasinuuin
lugasmnysuvaawwdszing

2.2.1 anunInskazfnan eIt INLuaIn

m3lwiuuaed fe m"suﬁ'ﬁ'ﬁugﬂamﬁﬂﬁLaWLnﬂTuTa?jmaqnﬁﬁ%ﬁu%ugﬂ (Metal
Forming) ua:mmﬂﬁu‘ijmﬁu (Cold Extrusion) :nlilunssudfidunu lasiimsesnuuy
LASDILNTE (Press) Fuanfawlisansamamduioy 3 Sawizmivhang daaisansa
(Press) Undn W lisansofiesionmifendadusuludnwusiile

m3liluusafiiunssuidiiulans Adesiimssanuuuiifidnwosfias YouiRur
LAFD TR ?ﬁ@lu&:qﬂmtﬁ?ﬁuq alildundsdnemenauandidaanis

s3Ufe wiRuw 1030393 ua:'i'aq“gmm dluifasnidgdnlmiasdn 3 dszns
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- a 4r we g8 & o v & [ o &=
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2.2.2 ds@anuilnuivasmywiiuasn
€ & e - & -=!’ z L =ty

m3Wiuyan Ylﬂgnﬂfﬂaﬂﬁum‘muﬂuuﬁnhﬂs:mﬂwa'sam, Tl a.a. 1923 uas
'™ e [ ‘ = o = - A 1% W
Tasiinswanustnaiusdidslusentassesll a.a. 1950 TuwidaGuau da9ns
ﬂs:qnm"lﬂﬁ’ Counter Pressure Force N@WHuIN% (Blanking) (WaRANIAEINIIRNI1AV89

L % s = F- J a . A‘E‘J 1 o
vouy lagliuauanaadowinInaaonnunIIng nmmﬂ‘[ﬂaﬁunmuagnnﬂﬂug
e = l; ' ‘l L r- 1 e El' dl " - 1 =

uazdszaumasivasgfandniludazau  Seiddwanlinndn  warifidunuitiaduilu
ANURY L"iumnmﬂTuTa‘ﬁﬁwlﬁgm‘hm'l’ﬁ‘luqﬂmm‘smm‘%aqﬂa'luﬁﬁﬁmm UWRZAAFIWNTIY
w1 lutsiunwbbiuussidnanslianuwnizgedlutuaug ud 13 mm
] = > (Vg ' v [
whitw Fsdadugusannaulduusiannin 60% ‘1ﬂr1]n1°ﬁ'luq@|awmm'muuﬁ
et = - ' a s ' v o= . o [
filananuanniis 19 mm Seenuimdenunningniauifiun 1aTa99ns uazaw
Tasn1yvasand) Adduhodusiumivanumaluladnmslbiuuaailiussatonasgm
wauge laslawizadwbs mawawudfuilnansadwlwiunast (Progressive Fine-

. e o o '3 st ' =
blanking Tools) @vlutlaatiwmafianisirbfuvasildinanouwslilugasmwnssuniinda
\iaunnann waziulalaiazdanuiiniide luluswae
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NINN 2-4 MSULURINULULTITNG

vee-ring force F, stripping force F,

btanking punch

vee-Ting plate

pressure pin
inner form ejector vee-ring
o scrap web
ejector
inner form slug
blanking plate
fine blanked part
inner form punch
blanking counter-
force F. force F, gjection force F,

o
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@IaNAUAUBITHING [23, 24, 25, 26]
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225 §0UTUAaUUBINT IWILUAA (Fine-blanking Sequence)
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2.2.6 PalatIounssuitivhinuaed

TnfingmamhaudnssudFliuusstamunsa ez Aondatunulid
Qmé’nwm:ﬁaf{

1. vaudavssruiaraaddnsmueass

2. gﬁﬁmmmﬁmﬁ'mﬁuuﬁum’uwm

3 mbifiuedananunm

4. 19U (Excellent Flatness)

nnfinsmdeswduds ldiSoufmianinssydtussfuuusssuammll - 89
omalidadiadug Snunuslunsuuasiuuusssue Aelilddunuaniidesns
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wiRuidmiwls L lanufssesessama pileak dumiamianuasBoaing
wanwl
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nvsudFlvhiluluasdamunsammualdinsaaunn LLa:ﬁﬂﬁLfJuﬁmma"'}L%ﬂgﬂvl'i’lu
wiRuWaolidien (Single Station) l6f 13w vhueleswang (Mark) uasfufiasenna
(Surface Imprint) 3ugynmlal (Coin) Wy (Self Rivet) fiaga (Contact Point)
Countersink, Counterbore, Semi Pierce, Cam LLE]::?J:H"] anuan Imugﬂﬁnﬂrﬁmd’}ﬁ
susombiitiatunioy 9 futumsaaurnnwluaadioans
2.2.6.3 ANUAASUTIYRRS (Gain Design Freedom)
nsRdumfafiasihioms i’ danldlunsuietusuuaznislseney
Fonyswdt lvhiuuasrd ﬁm’mﬂu’énmotﬁannﬁoﬁa:mmmUi:ﬁﬂ“ﬂﬁunumwﬁ@} LAY
Usz@nSnmnisuan n1sniuuawe LLa:qmmwmﬁmLuuau
227 FuswirhunsndTiviuuser (Fine-Blanked Pierce-part)
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AN 2-9  LEAITUEIUN LeannIIuI T Inuy e

2.2.8 AEuIaVaINNIAALAan (Surface Finish on Sheared Surfaces)

ANAI39UHUMY  UasRETWHS ﬁwﬁ'\ﬁmuquﬂmmwﬁ?ﬁm%mao%ua’m
Wuathsuin a’awnﬁwﬂaoi’a@lﬁﬁ'm’ﬂ'ﬁ’ﬁumﬁumﬁml’amﬁ'nfu athalsfimn thldiag
Mamunzay gn Sadlufian ﬁa:ﬁNaﬁﬂﬁqmmw'uaoﬁaﬁmﬁamaugﬂ%émaﬂaa
Tmuﬁﬂﬂﬂ:ﬁ'ﬂqmmwﬁaﬁm% 2 Snwmedailda [23, 241, (26, 27]
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2281 myiawefidudseninine (Tear-off) uarsen@atiu (Scars and
Cracks) TaIRINAGATIINTUNY

fracture

a_chievabbesmoolh cutratio
o (100|100 1 90 | 75 | %

tearing £

AN 2-10 aspuaanwitvasiunulvhiuuaed

ey uJa%’u’ﬁuﬁ’saaﬁnm@@‘inq@ﬁalﬁ'ﬁfsmﬂﬁﬂmnL‘%'umﬁuﬁm"nmnﬁiq@
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= AANWIIER
= mmgo*sauféuuﬁm&’mx.ﬂu mm
be = anuntuaslsanlsiisidinii 30% PAIAIURUIIAG
he = anudnaslsanisaindi 20% asaNunITEg oniiuwmilas
annnalilyd 30% va3A1UNITER
E = sevdatiundeamieuqnaldlalugIanm N 110190, Nr. 1,2, 3 wia 4
i

W = auaaLasamaaauNTasaaldautuan mwi 2-11
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Die roll
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2.2.9 yuuaranuTWINYaIFudlUILURIT (Angularity and Parallelity of Fine
Blanked Pierce-parts)
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2.2.10 ﬂ')’lML%UU‘]JEN%’umu‘lNﬁmeﬁ (Flatness of the Fine-blanked Pierce-parts)
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2.2.11 inasianuaaaeaanlun1siniiuussr (Fine-blanking Tolerances)
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2.2.15 i@ uaudna1I3uazANuNinaial (Hole Diameter and Width of Slots)
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2.2.23.2 wifiudWduuseinldwusiaauéa  (Fine-blanking Tools  with
Fixed Punches)

L™ J Q‘: L =3 L 1 =1 (=3 «
lumseanuuuanemsinutastuindiafanuudua ol wazdlaaiuian

L2
ar gl

& = v e w o % v oA = i P T pp—— N I " o &
wwnu‘lns]Lwa@!.ﬂusz'zmﬂuma:ﬂ’mwmLﬂmmunmﬂm-wﬂ@mq dnait  Indinaa
Fentaatouiurut  uasiReulasondulndlugdvesmoisa MIBONLULLLRLW

e ; o it
TuanyosimunzdnIu

1. Budmlng 8717 uszuay

i [}
1

= , ] A - r L2 A L= =1
2. Fusdrunldguunas Sellanmamnausiaueiudlnymsaaidon
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3. %udmﬁﬁgﬂmamn‘lwmuzﬂuuu Fatrvutiaonaz liudeusonaiiiosen
dumissasaonnsBilaninasfinluring

4. Fuswawn dadasmsulRuwaudsusadufiens uam:ﬁmlﬁmnagoé’amwﬁ
2-35 ugasmuilsznausoawifinv iiuuaet il wutdaanoea

Tapfngruudrsnsondnldin smsvdudmlng walmsefudon wifiud
foanuuuliwusiaaedy  wunzauniwiRuiieenuuulildiudidan midanouas
msﬁﬁ‘gﬁnmuajﬁuﬁ'ﬁl"ﬁ'ﬁuﬁﬁﬂmﬂﬁ'ﬁiam}"m’lﬁ:}mmun'ﬁ fofiuaneneiuiy
uﬂﬁuﬁﬁlﬁﬁw&.ﬁau%oﬁ'u%ﬁnag’ﬁ MumaguEfae  wiRuAlTWuTiaauiaa
Baviut liRenoioadanun (mwﬁ 2-35) WHUMUINBHUUMULTATIUE LasuT UM
sanananas lagvaluszuuilsnuwifudliuuset Afwudnatndn wiaudRu

Twsinsafnvbiuuger eiinalnfilddmiushianduaiuiilnguazniineanainuaiRuw

b "1,,
i
) a;:
o
Al

HRTR

i
e

a | A - g v & e o Ve 6 v
nwd 2-35 wiRuWIMluuainlsnusbaaod TamoisaveutRuANIauIN
finsresiuiiiufiianlay Adapter Ring (WuNBIRY 19)
Wailasiunusgdvasaoirarmsidaiggnm
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2.2.24 lassadsuazdarimmuavaaaionnsg hiuuser
- P & w R 4 v, - & &

wTasnsaWiuuadnilaseadn  uasaistumutaiimuavaanaians liuuasr
M ow L - e & ' e N 3 3 &
Alananuudrluaendy ajaansaaelnad ey (Rigid) wazuduss wisuna
- 'tl ¥ = 4 i ahlun o A & v
fruulndusy  Sdlusdvilavhiananlsniueioamsaunusssuan  lapAugiuud?
wisawsa iWiuuaarifiag 2 uuulna g fa

1. 1A%auwsanalndasas (Double Toggle) dmiLvuidaimiussaaidowioy
P 1 \ -
maglwmo 250 kN f149 2500 kN (nW# 2-36)

2. AT INTElEATa ANEMTUMTIMMLLAIT MU UAGaINILIIAALRa N
" ) |
Faatilure 2500 kN 913 25000 kN

vee-ring

piston

die height outfeed roll with scrap
adjustment web shear

central support

lubrication system cropping shear

Worm gear

infeed roll

rod (far moving
punch system)

counterforce
piston

i T T L T,

double
knuckle-
Jjoint

AN 2-36 MNaaLaIasnsE IWlLusiRduaIudadad

U

{ ' { 'd L2 ] ﬂ‘ ' ]
wisamss iduusstiduiaSoawsaninisvinuld 3 ade Sedousalunisviou

ol Jﬂ s =3 -
\lﬁﬂ\luﬂi) USIRALEEU UWIINATIY URZUTINARIUNT
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ganlangmuudatiedn  lunsdifdasmsussdmtes  fezldszuunalnfidinns
139 lad1e  (Feintool-Osterwalder Press) WalWifia Soft Shear Action &M%
1?14,@1awuaami‘lﬂﬁuuaaﬁﬁm"l‘ﬁ'm‘%%mmmzum‘:’acaia@;@'fauam"lumwﬁ 2-36 \Hadaenis
LmGT@}mm:uunavlnﬂﬁ”a@iaﬂa:ﬁawi’wasj’muﬁoummn sntuszuufivnomdanlansadn
Fouszwdaunnndn (nwdi 2-38)

210 180 150 1200 90 60 30 210
sj ar = o “ ' 5 [ ar » '
AN 2-37 "lma:unmamwmu‘swﬂaam‘saanwmwuunasm:uu*ﬂa@af‘]

'lm:w.ifmmsé’mﬁauﬁm:ﬁaﬁufmqﬁuﬁagﬁmuanmaﬁam’(mﬁaulﬁlmu laols
15 wamdudageululidedianeed n3ldia  wasusanamaunngoioanulily
TaqInasananuinmaaianluszaitoniséda Lﬁa‘lﬁ'mmmﬁ@ﬁ'ﬁq‘lﬁﬁmumﬁ@
AONURWIUANAIITH LLa:%udauﬁ;jﬂﬂiaﬂaﬂuafj'la Wsanaiidedaadieninn uszaansn
Uy ldnndetarmuaimailidssudlsiuwuy laasadnuriiu uadslfiiudoimue
gnsuindaansaliuuseiszuunalnds
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vee-ring piston
feed height adjustment

infeed roll central support

. cropping
infead roll basket shear
outfeed
roll

lubrication system counterforce piston

die change

slide gib
clamping tabla

actuating motor
rapid traverse closing piston fixed stop
main working piston

slide gib

foreign object

bottom die

slide switch resp.
position encoder in
numerically controfled
presses

L tracing pressure

rapid traverse closing piston controller

tracing speed controller

pressure switch

nwd 2-39 nwaarUganIUAILATad laaTaRniwsE Ivhiuuasr
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2.2.25 aaTilunmIaalian (Shear Speed)

P - a X w ar - = & w o

WeBudmilanumuudniu  wazanuduusidiasianfuifivinniy - deald
parTuIlumsaaldouanad e lnlasayaaidannazaia uaztlasnulylvauas
- L = B A’.., o L =1 - ' & & 2
tinanusanuntiunly mumqua@nmsﬂummmaamaommom‘:a’lﬂuuumn 9089
Usule feaflungin danilumsaaidenveaieansaliunasidagszwin 5
15 mm/s SnUrmmilidismanavesnnulszngalunisnda  in3sawsazaoInda
%udm@ia“ﬁ"f[aja‘lﬁ’mnﬁqmﬁnﬁa:mn‘lﬁ PnanutantIludamnuennanunil unily
1@1‘T@1umsmugné’c&mLf‘mjaau%u'lmwiazvlmﬁa‘lﬁﬁﬁum’ouaz“ﬁ’mnm\} AIMnN  2-39
ez 2-40

2.2.26 N1300UN8UVBILIN (Ram Reversal)

MIMUANANITEIATIVBINTABUNALYBIUTY ﬁé'amnmsﬁ'@Lﬁamﬁ%aﬁugstﬁué’:
&) e e p e i A dw v o -~
niendaudnathanilafidaslianuanla lunsaalagla3sdwIaLUUEITIM
& & ; v , - i [ - & & &
wudorarwan ldluuduany 1 89 2 mm  uddnsuedasowsalwiiuuseiuasuiy
aasnapnavluruinaasudivineusy ordsasliwudrrudn Ul uarsvasutnuw

A“ F= (-3 ] “; . =1 o S U#ll =
Tlduuaerd  SedledouSudssninwutnuamalssann  aziuarmlvpuaaiia  ussnde

Iudmlavoslusznindrimadossluduauda usz¥ih iR iionglinuauas
& .ai & F2 v o o - = 2
INIIZREUR Lﬂ'jaaLW'sa"lNuuuaanﬂmawqﬂmmfmmﬂugmaoummmma:taumm
0.01 mm
A ToDC e
slide —_‘_"‘__(‘ ramd closing siroke
stroke ot h
frmm) - \
blanking stroke
\ rapid return travel stroke
supple-  [BDC I Bbc o Umels)
mentary e y st
functions |}———— —— i R B '
e T J F‘ movement Sequence
Rt 1 courterforce piston
cycle for ramovalfar jet
— gjaction of parts and scrap
- feed cycle of the punched
I kmatz‘-nr—;l
Eiada)  scrap seperatar cycle

Cl s - -~ ‘71. -
nnn 2-40 laazunsudaniiiwausuvasaiadlaasadninsalviinuaen
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2.2.27 anindauwdulufiseoens (Play-free Ram Guidance)

MSARALUTUS  3=wi19 WwEnuasvanlRuW Ivhluysatuauuan  39deans
| & A e L - o ' d a & -
anhisnvasuiufindutuarlifiszoend ellasnumislislag Afedulwaioansa
Aliduldauanudasnisit wiaduldedwlifioswe fecfinavwlasugiund
AT Lm:a’lqmﬂﬁ'wumamaﬁﬁnﬁé’um d”mms&ﬁme AR ULTUVDILATAILNTE
Ihinuasn  F9dpenadufias  uaz@oaimMInIlnaanuuysy  Watlasnuszyss
e duSunuaiRan wastialviladn Wuedauildatienuiu asnnh 2-39 uas
2-40

o " FI. — o =k « [ 4
2.2.28 mMyfwiumiassfitioIveslunssyd s Insuuasrd
UiiseszninussmuusalunssnisiWiluuandaninadagunwaasiunm da
LR UAS YN UIE TR LILSIIINURIUIN URTWUTINUANTOALEauANTEY A TUI®
s . 2 =9 L5 J ; Q‘S L a =
WIIPaILRIRINzEINa LR LmIRINNaT LU Tuilow 89T 1 LISVDINUTIUMTAALE U
ATV FUNFUDINUTRUNAINUTUIY  AINUNauNzi3 VAT UIIUALLIIAA
;:’ o W ko :.'. L5 B L A z L™
wmm:gnﬁm%ﬁumamtm NI RIUULRE A URDAVALAA TILTINIEIUEILIIOR LAN

o A 1 ﬂi =l et Sl b = [ ¥
ATIATUILANLIIAALAA YW (Shear Force) TIZLAAUBUNUNITINIDAALIRD U HUTIINY

FS:.’-I‘O'S (2-1)

e g =0 X
GRVEN =7, f]

\ii Fq = WIIAALAOU (Shear Force; N)
| = anuEuIeuFUTHOIM (mm)
t = ANURUIIRG (mm)
v a 2
O¢ = anuiauiaau (N/mm)
% =2 2
w = ANUARUTIRIFIEA (N/mm)
fi = dand@wszwindanuduiaannddedianuiduuniigias
0.6-0.9



fy ——po

QNN 2-41 drantlsznauunly f

ANIATWITAIAUIINAIN (Vee-ring Force)

F =1 *h-C -f
R R u 2
Wa FrR=  UINaUnIUIN (N)
kR = &WIBUIYUAININ (mm)
a1
h = ANFIUNIUIN (mm)

iz w = 2
Ou = ANUARLIIAIGIFA (N/mm’)
=  grmisznavldanniimesss = 4

MIFWIURIAILITIAUIIUNNTANDDU (Counter Force)

Fs =As dgs

Wa Fs = usseunisaaidau (N)
— & A oy 2
As = wuildsIwduasdunu (mm’)

9 —

41

(2-2)

(2-3)

B - nr ar L o A 2
FUUTLANTUTIAUAIUNTAALR 1T WL LRI ~ 20-70 N/mm
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e i ar I‘; .c.; J
msfnamdssganmuailFlunsiugy (Total Force)
Fr =Fg +Fz +Fg (2-4)

]
=

Wa Fg = ussaaidau (N)

M
A

= URINAURIUIN (N)

Fo = uwmauaunisaaiian (N)

2 2.29 mafmuatasisnitsastuasluwnulviiuoaers

Tunssudflvhiiuused  asfmuatositesswineswudiuens lﬁ'uﬂu?'iqmﬁa
Tiifin 1% vasanummaunu Tagndasinwuadi 0.5% 1asnnunundunu s
mm@mawaafm$mfi’soﬁv’wﬁﬁumUuﬂumn'-) WHIWFTWFNTIZANULAUIA (Compressive
stress)  Wiuunulusnsiinusnafunulasfigesiedsndnasdaainiuasiiasas
TMIRRTALMY uanNTasinTnI R UM e esf ot unumdsmsnhiuusar
ssdasldrmaaudfnannuiese %oﬁﬂﬁﬁﬂm’lmﬁaﬁﬁaa%uagﬁm‘ﬁaﬂmmﬂlﬂﬂ
‘l"fi’o'm'hc-Taan"mi"ngylﬂ'l'ﬁ'mwn"%aﬁaan'ﬁuumnﬂlﬂ'l’ﬁ'muﬁamwﬁ 2-44  usasfamming

WlFw mwdt 2-45 waasfansihuusst 1o (23], [26. 27), [31, 32]

Gl
R e
. Kl R
| HT/2
T

| —%
| 3
I 34
|
- 38
|
N |
[ L/

G B=G-25%7T

ANN 2-42 fi'\ﬁﬁ'ﬂm'\mﬁaﬁuﬁmtﬁi"ﬁ'ﬂmwmg
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L

n‘srﬁﬁﬁwm@ﬁaag’lﬂl‘ﬁ'\zmmmmﬁﬂmmmfhﬁﬁ'mmﬂmﬁaﬁ'uﬁm:mu“léi’mﬁ
B=G—25%T (2-5)

\dla B = aumafinuauaInus (Nominal size; mm)
G = PWARNAANUABLAGATAITUIL (Largest size of Part; mm)

T = 1An@aauLAe (Part tolerance; mm)

AINUTUIAVDIN D LaaIT
o 4 H ¥ ecw a
A = B + 0.01t NYRILUURUNIATAITAITWNUTNUANIFDITNI
A = B +0.005t N0L LURNINATANTRIT WU AU BTl L

T2 AR - B

KS

HT12

o

OO0

A
WA
r
Y avya:

A=K 25%T

o e ot A e I
NN 2-43 drRnaauLHaasnIoLTUYRIN

s o 2 . . A - v e ve A
ﬂ?mﬂuﬁLluaﬁfﬁ»ﬂ‘l’ﬁ\nuaﬁlﬂqjﬂﬂqu')mﬁWQWWﬂQQQ’T&]LNaWHTLLQ:QWUul@]ﬂ\!u

A =K+ 25%T (2-6)

e A = suamwuatasais (Nominal size of die-plate; mm)
K = 21afnanuAaldngaradiuanu (Smallest size of Part; mm)

T = fANAAULAS (Part tolerance; mm)

- g".‘, a':a & R s :Y

AIUUTIUINTDINNTIL LAA 9
B = A - 0.01t NIRUVUFVNIATANTDITNNUEN UL FDITI
B = A -0,005t N30 LslaNINGTANTOITNIN BBV BTNLALN
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midesmuldin  weadufiveudaiuindasfindndsdlildamiuninitea
fovuTuazan Lﬁaqmn’i’aqﬁm‘nﬂﬁuugﬂ ugaziiadponinlunsdlvasnmsaadion
atnsdng a"’mﬂ"’mmuﬁmqw&’uﬁ"auc] darmsaa asanvutuazanaiiansinnse
yhlWgasiszwiavusiuesfowalngiu 33)

2.2.30 PWIAUAEATSAAGIURIUIN

wnndndudmulsidnlunsdtiwiuasilaofimbiingn 3 dszns e
Tussnianssdiaasisnnududnibuumndowasinem  uwideduniudnnadn
ABurm 1) umandnazaFeenusudaliiuiuns s liuueuosanuidug
ARadudatasas snalidunwlnsauszmumsan (Cutting Plane) WaNANI
UWIUINEY 2.) "ﬁ’JU%&%ﬂﬂ%ﬁﬁ]:tﬂﬁaumuuuﬂ’lu (Horizontal Moving Resistance) UKz
3.) ligauiRairanuldasfianniy (23, 26, 32)

sheel metal
thickness A K R
[mm} | fmm] | mm] | [mm]

- % | o8 05
B 3 .30 25 | o7 01

blanking plate

AN 2-44 PUALREEIURUINTAAGILAIUINNTAl AN un T U R A% 4.5 mm

vee-ring plate

:"“*"ma' A H. | R by r
[mm]| [mm] | [mm] | {mm] | [mm] | {mm]

45 .55 |25 |08 | 0B 05 | 02
56 270 |30 |10 10 07 | 02
v .80 |35 |12 12 08 | 02
91 -1 [ 45 |15 15 10 |03
11 .13 |55 |18 |20 12 | 05
e o8 |10 22 |30 15 | 05

{ o 1 - 8 = =i ; -
NINN 2-45 YUWIAURLANUAUINITAAFAILAIUINATUAMIWAUITUINULIY 4.5 mm
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ﬁ'umv;waaumu%nawa:aQuuﬁamaouduﬁ'ﬂﬁﬂ"ﬁmm URSUUAITBIAIENID
atnalaatnanilefile Tﬂummm:u:m\mmumuﬁnﬁuagﬁumﬂmmmaq"ﬁumuﬁﬂ:
imidasaonssdTWiuusert dsuaasluning 2-44 uaz 2-45 Taounfiuwiuinezsn
dotlaaiwdusavisvasinem udluunsdifonerldadiaeiuile 23], 32]

2:2:31 mstﬁani’a@%umu'lum-s'lmfuumﬁ

rrmﬁanfa@lﬁ'azmﬁwnﬁ“lmfuuaoﬁﬁﬁﬁﬂ‘ﬁwa@iaqmmwmawauﬁ'ﬂ’?}'mm uaz
a’lqnw'lﬁmwaowzuﬁlm:muL’ﬁuﬁu i’ﬂe}ﬁmm:amﬂﬁmau@‘mﬁtﬂmauﬁmﬁauga
uazlivilwiususzansdnnsals T.mn’i’aqff‘imm:auﬁ’m%’umu‘lﬂ%umﬁ leur
wanasueus Tamsnauitilofifudasuanlitin 1% wasilasshaiumilosonlar-
Fwlnd (Spheroidal Cementite) laidindn 90% auawaafifiifanauotoias 11%
FIWTNAA LS LAGDITANUNUUIAYK 5 mm IansNFUNBILAY NINRBITINIAIINIT
aalad LL@iﬁmm:ﬁw%'mm‘szuumﬁ’mnﬁqaﬁa afj]ﬁLﬁnuﬁﬁmmmuﬁquwﬁagaqm
Laitfin 250 N/mm’

2.2.32 NIRADA (Lubrication)

nysd T liiuuseriduiudasiinsnaafuiiua waziuawainlafnsls
mmdoanIAamadaufiurnimsiunuiunutsnalwmsinwiafiald nofiiiasan
mmﬁ%ﬁﬁm‘l;JL‘F’iumsqqmazﬂmmaaﬁaoiﬁaizﬂdﬂaﬁufﬁuaﬂu'?'il,mu nMIndadn
aavhdmsmImriedaliiuturmily uddaslilimmdadudaniunuazaneiun
ﬁotf’um‘saanunuu&iﬁuﬁﬁqéﬂtﬂuﬁa:@i’aaﬁmsmnagu (Chamfer) ﬁsaugﬂ‘hwmﬁgwﬁ”
fumssaidan uarudunasumATumINEn dann@t 2-46 e LigmIuAnuiTu
Anssnpalu o AudRuvivhan [22, 23], [31, 32, 33]

blanking punch inner form ejector/ vee-ring plate recesses

lubricant

ejector inner form punch blanking plate lubrication pockets

2| PSR y_oa s = o & &
NINN 2-46 ﬂ"l'iE]E)nI.LUULUJWNWLWaﬂﬂm'ﬂr'lﬁaﬂ%u‘il’]mﬂ']'iﬁﬂ'ﬂm:ﬂ"lﬂ'ﬁilﬂﬂullﬁﬂﬂ



2.2.33 LA38ININ (Press Machine)
eaawsafilanudineate (Accuracy) gm‘]u?}a'«i'}Lﬂuﬁw"s”un'smfi%‘lmiuuaari‘
Taglarsaaaiiuaiauuuaudmis (Tripple Action) s lWissdadumaTL AU
Tasgmnnaslfisdasloasednifadslunmsfusmevesuss  uazanuiiAldluns
ﬁfugﬂ ﬁafum’%aﬁmﬁaLﬂuaoﬁﬂ‘s:nauﬁe‘hﬁmﬁnﬁaLﬁaﬁa:'lﬂm”%mmﬁﬁammw (21],
[26], 30}, (32]

2.2.34 anudalsluomliuuat

ﬂ'nm’%af‘i‘lﬂumsﬁﬁgﬂﬁ’éﬂ%wadaqmmwmaa%mm 1un'imfi%‘%u3ﬂ'[amqn°nﬁm
'lummﬁ‘ﬁ‘lw*iu,nmrT@’u’aam'ﬁmm‘%’gﬁ'l‘ﬁ"lunﬁ-‘ﬁugﬂ@"h Tasundalslitin 50 mmss
[11, 12], [34]

2.2.35 N37UATUTLLEIR2§ 139 (Burnishing)

e usuiiiunssydTuuasiuds winsasmstaseudaianuEeuinnis
Fugmueangy foshanrunssAtlsuusiduTEnaswils udagelsAaunssuis
Uiuuaafng asvinlwldmasaminasdunwiaenumiae uwaziwmriie mfim
sl unudafindraunil %umuma’11fua:s'z“aoﬁmm@1@niwmﬂﬁﬁ’asm'saQﬁwa;ﬁml’au
ﬁﬁamnfummnmr.e'ﬁm:qmumjﬁmﬁﬂ%’uu@immmu.a:rf‘n el ldumnasuauay
eﬁ'aqn’rinﬁu"z%ﬁaﬁ“lﬁneiwmﬁ%'mﬁﬂn'ﬁﬁag (Rubbing) w3omsrinlifinswiwensiuin
‘lwum:ﬁmmtmé’umuﬂuénmamuuangnﬁﬂﬁa@mmmao Taodlsifinsiaaiialans
sanludatola  Arveslanzmondsandidunstndtsundsmma  uazfanilun
wWasnduasiinanudsuannisin m's%u;sﬂmmz%mml,ﬁm:ﬁﬂ'lﬁ'l,ﬁ@]mw;m"]au,a:
fmmn‘ioumﬁuﬁuﬁu%’mmﬁu«j [30, 31], [33], [35, 36, 37]

2.2.36 ANUFURUE T ISR LAz U B nao NS a T INIn LE HLAZAIAT R

unswanuudussussaui@dn g 1a9iaq a:ﬁaamaauﬁ%arﬁwaﬁagfn
aunTziainntane lesnimasauiildfanimaseunseily Ssannisnagavaslensv
danmi 2-47 Tapazliaadangeng il



47

14000 14000
12000 4 12000
10000 4 10000

~  8000- 8000

Z

= 60004 6000

[=]

o :

4000 4000
2000 4 2000
0 0

Elongation (mm)

ﬁll == ool
nann 2-47 ﬂ‘i'\NLLﬁ@GNﬂﬂ'WTY\"ﬂﬂaULLid@NTG\U’Jﬁﬂ’ﬁ'ﬂﬂaﬂJ

2.2.36.1 9N 0-a nyvilwduass usassainlimealasesaivimiitasen
138 Stress & Strain

22362 39 a L'%nnﬁgﬂ?;uq@né'mw (Propertional Limit #3a Limit of
Propertionality) L‘Tjuqcﬂq@ﬁ'luﬁnﬁmﬂmﬁummé’omn@@ﬁuéﬁmqmﬁﬁh]nﬂuﬂ@mﬂ
lanasanuanuaoa

2.2.36.3 3@ b (3un71 Elastic Limit Lﬂm‘ﬂq@ﬁ"auﬁmwmmaci’a@]a:nﬁum
giidyldidetdasussan ob nﬂszﬂﬁuugﬂmaﬁﬁq Tuﬁddﬁgﬂx&ﬂﬂitﬂﬁuugﬂLLuu
11in177 (Elastic Deformation)

2.2.36.4 9@ ¢ (3unI19AATIN (Yield Point) L]“Jmlmﬁi’a@}ﬁmaan‘[mfé’amﬁmm

2.2.36.5 30 c-e Lﬂumnﬂ’éuugﬂmﬂ (Plastic Deformation) tydaousiias
2z linansdy

2.2.36.6 9@ 0-d msﬁmﬁrﬂﬁunndm@aaammmmu (Gauge Length)

2.2.36.7 30 d-e msdafatusinamaiy lawssnafieinndarari
Jnanaq (Waist 938 Necking)

2.2.36.8 90 d LﬂuqﬂﬁﬁmmLﬁugazgm%aL‘%nniw Tensile Strength U8II&q)
w38138n91 Ultimate Tensile Strength f‘hmm‘lﬁmmmﬁqﬂ d deRufimihaaidy

2.2.36.9 30 e (FUNTIAUANKN (Fracture Point %38 Rupture Point) Lﬂuqaﬁ
I§YUINDBNIINNNH
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2.2.37 mimBudedroanuiaioa

uanmnm‘nﬂ‘é"ﬂugﬂma Fonvlkenudinuss  uazanuudafuduudy  d1in
‘mymliudedisanuaion” (Work Hardening %38 Strain  Hardening) wanofle
m'm?iummm‘?auwmnmmﬂigmﬁu nafieusnfifne suTRDads (Ductility) aaas uas
anuduMuLsIaInUasuasly FUNIN ITURAIA NV FUNUT Iz I NLA

Uszanduaiuanueisadssiminafiioniingunings (Power Law) agluzyl

n
F=KE =Y (2-7)

Wa K @ audizfnTanuanuusy (Strength Coefficient)

= g o e o 3 e =t : .
n A8 BRI I IRLdissanueiua (Strain Hardening Exponent)

2.2.38 AMAFHaNUARENL (Culomb Friction)
mifnnIarInRudFraNIINANUFEIAN NIz TR uazuiuTIY
aad . o v - w 14
[37] waznyawitdugduriulan: lasmyllfanudsanugesu iesinanudunaa
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p=1 (2-8)
e
e T, = anuawdauinfguda
P = AUAUAIRNNRITUAT

= o a4 oa & . -
Iﬂﬁﬂﬂ')"lU@]u'ﬁLﬂ@muuullﬂu?ﬁﬂﬂMlLURTWUQ:Nn’I‘iﬂT:QWULLUU FUUINITOVUNY
o ~ i ' 4 e 4 = ' o .
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B g}‘f—[{a-*r) (2-9)
p=0.e
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Friction hill
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= . oA oa X .
ATINN 2-48 Friction Hill NINAOYUUURLNUITUNRY

L

PIMFUNIIN 2-9 FToRIFUMIaNNauaaylaasi

—

27T rdr 2 ,
= _Op| h 2 fialh a
p="0- : '-—D[——] [ff e *Jf——ﬂ (2-10)
Tta 2\ Ha h
AN HH VI Von mises rhinnusguiutuasussmalaznie Sticking fa
7 =1, =k =L0 il
3
2 =
p=0, 1+_><-[a d (2-11)
3 h

r=y 0 o - & = el c:' .
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& o &
TUADUAIT
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1. ﬁﬂlﬂﬂ'ﬂ«%uﬁmnﬂﬁUummmﬁm&mguﬁnmqmﬁ‘lwaofﬁuma‘au SRIVRDTY
Wi laaat
d, —d
0 1100 (2-12)
dg

%Reduction in Internal Diameter =

W do = InaLdwiiuaudnaranslunsunanasey

D, = awiaduruautinamslundnanasey

v

2. vnl.ﬂaﬁ%uﬁmmﬂ‘é‘ﬂuuﬂaemmgwao%uﬂﬂaau FIU1I0NW LA a3

_ hg —hy
%Reduction in Height = ——— X100 (2-13)
Ny
e hy = IR NUFIVBITUNAFOUNAUNG
hy = PWIAAUFIVBITUNATAURAING
e 0 & = & — i . & ] £ = &
3. mmnJasafnummﬂﬂauummmaumuguunmamzflv. wasatladioua

1 o " ' w o £ - v
maaguulasenugsvasdunaseullsmddulszintanudsanu () ldannm
(Calibration Curve) mannefjroduasuazfianaiod (Male and Cockeroft) uszsin Fiction

Factor (m) ﬂwuﬂquﬁmaa Tresca
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’ o}
0

£ ao,,
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| Punch Blank

holder

ATNN 3-12 LAAININNITINRD

= A s
AN 3-3 Loau"lmn’m!’lamua:ﬂ'rmﬂaaa

Simulation

model

Axisymmetrical model

Object type

Blank:Elastic-Plastic
Puch/Die:Rigid
V-ring:Rigid
Counterpunch:Rigid

Blanked material

SPHD P/O,thickness 7.2 mm

Clearance (Cl)

0.036 mm

Tool cutting edge
Radii (Rp,Ry)

Punch radii (Rg) 0.01 mm

Die chamfer (Ry) Degree
0,5,10,15,20,25,30,35,40,45

V-ring force (Fg) 50 kN
Counterpunch force (Fc) 120 kN
Fracture criterion Rice&Tracy
equations

Friction 0.1

Coefficient (L)
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NINN 3-13 uamtmuﬁqaaaa;m‘éuuhnmv

34.1.1  MINVAUNITNITNIIIRES
n) NIMnuazuUUNMIRey  (Simulation  Mode) Huduaom
lunsimuadnsuzaesiyn Gag 2 Uszian fa miﬁmummuﬁwaawﬁ@qmﬂqﬁﬂoﬁ
(Isothermal) Ltazﬁﬁﬂqmﬂgﬁ‘lﬂﬂeﬁ (Non-Isothermal)  luswispilmnuauuudiass
mﬁ@qmmgﬁmﬁ (Isothermal)
2) MIimuasnsmsadlyn (Object Geometry) I@Ugﬂmaﬁfjaq
2 1fla 88 WUURUNIATIOULNY (Axisymmetric) wIauUUdIaaIuuUANIaToa lusTwY
(Plane Strain) tl.m'}ufﬁilfi"l’ﬁ'u.uuﬁ’maoLﬂ%ttuuauu’lﬂiiaULLnu (Axisymmetric)
f) m'smuquﬁﬁn (Main Controls) Lﬂu{lgumaumnﬂamwnm
N139I809 u,a:LLﬂanﬁiﬁwumunnﬁmaoﬁguaamﬂwﬁwi%ufj (Step) Tﬂﬂmmmmuqu
e miaTrosinioust uasfinuaduantisnssuI s (Number of simulation Steps)
3.4.1.2 L‘?iau‘lmmsa‘i'mao"fﬁq%mm
n) FunuRasonlusnuaulia wusmnasseuwns (Axisymmetric)
) AMIMINTEITUITUAL 7.2 mm
f) ﬁﬂuuﬂiﬁ”’ﬁfmmauﬁ‘lﬂunwa’haaqm'sﬁﬂfué’umuﬂuﬁnmq
100 mm a'm?ignnﬂﬁaﬁtﬁ‘umuﬂuﬁnms 68 mm
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NNN 3-14 LEAILUUTIRITUIN

3.4.1.3 ﬁmu@auﬁmaﬁa@g%“’mm rfd‘ﬁiﬁmﬁan‘l'ﬁ'auﬂ’ﬁmaﬁa@ SIANISTY
Elastic-Plastic  tilasanlunssydFlvbiuuseiiudnmdesinssninenudnuensfiuay
mlduSmasnan %ot.ﬂuu‘%nmﬁ%ummﬁﬂrrmﬂ‘é‘wzﬂu‘s‘a‘iné’nﬁm AR UAU
ua:mmtﬂ%mgﬂﬂnmm: V3N MUAUANGAUIINUT UMD ANUDIRIUEM LAY
anuessainsanuuatetnira ua:ﬁu“mmﬂ'm@nuﬁm”nul.a?umﬁﬂ%ugon'jﬂ
Bmiu uam’hﬁu‘%nmf‘ﬁﬁmnwtﬂéuu@ﬁ?um waznairluszniensde dnin

Rz IRIIMIRsuI U89 aqludsdangule

L

B e

El =
AINN 3-15 UEINFUUAIEATUINY
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ST ENINAYBITUNULAE AN NFUTU TSR IIA UL RLEEA N LA AT (Flow
Curve) wlannmamasauunduaaddinsiilumeanmwin o lagldanusunus
TWTIIANULARLAEANINVLATEATINTDY  Power Law u.fmmqﬁnﬁwaﬁaqﬁwﬂmaaa
llasnnanuduiusamns TN TUENANTINYBITEALLLIR REI9INIAATINGD
WM IzUIgIFa lainanzay

3414 mutedmeiiuud  sievosadundnlfiiuriefinasudlnue
nruLEIwaduNe wifidmesduny fa Enndauanasss JIS.SPHD PO &
Fasrmualunsudsafiundd 2 daundn aail

n) MuuadwInediuud Humsimuasinanedluuafissins
utslastlszanm ’me%’uﬁgﬁa"uvl@”l’ﬁ’taﬁL;Ju@?i'i'm'm 40,000 LaRLaIUa

P) FIAUAANURMWIUUUTBILDRINUG laurimualitefiuua
ﬁﬂ'mmmmiumnu%nmﬁﬁmmﬂ?ingﬂmnua:mml.ﬁugo leundimtesineszning
Wutiuan wieUSm Shear Band uasifisssnnawdspilnesonluswuasaslsa
mmgosam?;uu (Burr) UaEAMNAAEEIIIAGaUIITaaadan aoin Sedasrily
RRATAMUm LRI NLS R aEwR Induauns  seuaasluninit 316 Tusunsy
DEFORM mansofimuaanunmiunzadaduualaoutsiuganaiu (Ratio) a1y
MUNUIAIN g laauaaImMs URIzABIAEvAn uariadrzazaadion mmga'mm%?zm
wszanuBsesensadon rsandmimbildaflndi@aeiunmmesamialy il

Adaslsunasudranlddadin aunuiuiuaad LRLUA AN &3

AHA 3-16 UFAINISULIEIRDRLUNG
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3.4.1.5 msmuuatanlavey Gavlwwavfitmualuuuysiass fvua
Tanlilvinnedoufivolnualuuwiuny X Ussuwilny Y asoauwianuglugiuass
—- - v we )
muawmgnﬁmm‘h AILEaI NN 3-17

A
nWA 3-17 '.Lﬁ@ldﬁﬂu‘l‘ll‘llﬂ\]LLUU'i;’]aﬂ\]“ﬁ%\‘ﬁu

3.4.1.6  MIMMRANIAROUAVOILURINAINUT 1A US IALURINAINUT

JRemeniefoniasluuuiuny - Z MuauEaIn 40 mm/s

= o - — S
AR 3-18 LEAINIHIAUANIIAREUAVDILURINNINUT
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o B g 0 as
3417 MINTMARANNUFUARDIIEHRINN an

n) mammuagduds Aemsimuaddudaszwiniag laoimuals
INIFUARNUIZAIN IWANNA@NMINAITIU JIS.SPHD P/O ﬁuﬁ’mqm‘%mﬁa (wussn
Aonuduazenn) lanmdnndewunasgu JIS.SPHD PO %mﬂuﬁ'ﬂqﬁﬁnmﬂﬁﬂugﬂ
{iu Slave uazianuadasiioru Master dauaadlunmmnil 3-19 i’ﬂq%ummﬂuﬁm‘éaa

Slave &IULLRINNIWUTLIIW Master fidion

AN 3-19 uammfﬁmumﬁé’nﬁmmdwﬁaqﬁu%mm

1) MIMAUAANULFIANIUTEATNRANNRD AVYIRTTIU
JIS.SPHD PO fivianedasfauussinamuduazais) lasimuaiiuanumeniu
1 " - I{ r=1 3 Qe . ﬂi
aaauy Hirdudszintanuduamuriiny 0.114 asuaaslunini 3-20



72

ATHN 3-20 uammiﬁ’muﬂLﬁau‘lwaun'rsé'uﬁa“szwhﬁaq

3.4.2 mMIdszuIans

msdszulana  (Post-Processing)  imisdnwialaslilysunsylwludiefiuud
laglfsadouiTnadaavvasfiaau-mvan  lumsundymidsmsunssuitnmsdiass
nysiuuaer InENNEIENINAsFIN JIS.SPHD P/O

msuaninuuuwilod (Ductile Fracture) Tulusunsy DEFORM lulusunsuazfag)
WRNUINTH  (Criteria) ff‘i’l"ﬁ'nﬁ'aﬁwum“lﬁ'ﬁ'a@lLﬁﬂmnmnﬁnﬁ?aﬁnmmaanmnﬁu LT
Normalized Cockroft and Latham, Cockroft and Latham, McClintock, Rice and Tracy,
Oyane, Ayada [37] \Hudu 'lumu%a‘fnﬁ@a?u‘lﬁtﬁan'l'ﬁlﬂm‘ﬁmmmnmimuuu Rice and
Tracy uazlulysunsy DEFORM 1aliTauiafiuug (Elements Deletion) dausadluniw
# 321 m3duiiunIifieiy eiwusasiimssuefiuud Mswsniedumd (Element
Seperation) 7.‘*3"3'ﬁ'mmz|ma§muﬁﬁagﬁﬂﬁuaanmnﬁu msdafiuud (Element Splitting)
famslFiTmsdefvndeamiusesdn  ualulusunsy DEFORM  Banlditns
audLIuddIfing gy danadfly  (Algorithm) TilElunisauteAlundvaslysunsy
DEFORM daugaslunind 3-22
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3.4.3 uaasnIdszulana

MIUEAINTTUIEUIRMNA  (Post-Processing) WAIININMNTUTENIaNATBINITIVATINT
Favay IMENNAIANINATIIN JIS.SPHD P/O La59RULE Naﬁ’lﬁmnnwﬂizmaumzag
Mgﬂ'uaoﬂi’agal.%oﬁfal,amnwwn'ﬂwﬂn URSATINAUFUWUS 1TU NTINANURNAUTYES
WSIADAN BIBUTIRaTzEAITAREUA MunT NI UEY uazaaToa (T

3.5 MIARRNITNARDI

wasnUszananaminasaslaslusunsylludiefiuud DEFORM @5a3puionudn
Q”?{fﬂﬁo’l@?ﬁmm%umuﬁ'ﬁwmsa‘haaqmﬁ’\msmaau Tﬂnquﬁjamamn%mmﬁw
MMInaaadady (Experiment) Tmu'l.um'maaaqpﬁﬁu‘l@i’@hLﬁunwﬂﬂaﬂmﬂm‘hﬂau fail

3.5.1 aanuuugauiANIniuuasd Irassauvauaiowlymsoaniuyuaifa
M‘Lﬁtﬁﬂﬁttﬂ:ﬂamtuUﬁuf@1umiaﬁufa§aﬂﬁséﬁﬂaaﬁtﬁufhmm:ﬁuﬁqﬂ wasfifiuin
1;]Lm’n:ﬁqﬂ mmfuffuﬁvama%mmmﬁﬂmﬁﬂm T ldundsu mwswan
fathy Aisanudons 95% LLa:m%umurjumuﬁ'}muﬁﬁﬁmmvlﬁ'mi'ﬂmmw’m
AnaauTHURL QmmwE‘na'm«ﬂaaﬂﬁaﬁﬁ'ﬂzﬂmon’mé’@mwsaﬂﬁmﬁau

352 vamineassdiianass  ewithinnadeuiionaildiAsanuienaain
moludunaummaaas uarlinilaimmeassliifietedndasdnununsnusing
mnaaasnleeanuuyly

3.6 Uszalanan1snaaad (Post-Processing)

WsuAsyNan13980In 3 LR dnlusunsniwludiofiung §115931

AUNNINAaBY (Experiment) LAaHUHUNANITINRDY
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NMIaiunIImaaadluunn - 3 nﬁ):‘lwaa&aﬂm“l"ﬁ‘lun'mmﬁ:ﬁuaxa'gmm

L 1 3 J o = Ql:’ o =3 ot i J
laotayadn g mardanihisuaiduduaauamumsdniiunisasdalui

41 HANITNAADUUTIAY

msnagaulasnife aﬂuﬁ%mwaaauﬁhuﬁq@hnn%%maomsmaauamﬂ'ﬁmsna
289789 uasflsamasaunuinn wzsansfisslinafifuauamenatugldnasunis
i IikaAsriuanusumuusie anefieds anuwilsn ause wasdnmue
MIUANANYBIIEG) Faipenidwlslamisensasnuuy waziRonliiaglWininzauny
msldamdaly  Taovirlunmsnesauesldusedefiimvd natnsainauaifiaasd ununagoy
Iwteaan ua:mm'[u?iqmﬁw%‘un’ﬁmﬁauTﬂnmsﬁafua:ﬁuumaauﬁui‘aqﬁﬁauﬁ
wilgaannniizqune

riauﬁm:ﬁqLaﬁﬁqmﬁa‘lﬂmﬁwmmmam figefidassuiiunsnawiuisusnie
m'niﬁﬁ@rﬁﬁmfuLLa:si’amﬂui’asgﬁﬂ:’lﬁ’luﬂ’lwaﬂ mﬁwm‘maaaumauﬁﬁmaﬁaqlﬁa
wiandedefiac Ul lunmasasuaznisinsas Wludiodundlaonmasauusais 99
Teailflummasouilfamdnamnasgn JIS. SPHD PO A1wmw1 7.2 mm
mInagauldfaNumuMuLTIAIgIgainy 554 N/mm’  NTINHENAFULTIN
ugnolies Nt 4-1

411 anuRURUEIERILIsR LA EIu DaaanriosrdtennuTuLasANeS e

wnsmarnundunuszaul@dne g 189789 %zs‘m’amﬂaaué’aamwaﬁa@lﬁﬁ
unTensRnwienna leapmmasaufildasnisnasauuseiy Fsanmsnagauezldnmu
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ms_]walumsn.‘é‘ianqwﬂwnmuﬁnamaﬁa mm"“ﬁmﬂummﬁwuﬂ’mmn-ﬁfm‘s:uiw
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Die Chamfer (Degree)
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4.3.1 ﬁﬂ‘ﬁwmJaqqumnmuua:mmﬁnqumnmwiamwn'i"mmuka

Steain- Effectve

Be=5.4mm

NINN 4-6 mwu.ﬁmmﬁ@fi'm'nun’i’nmn‘[saﬁszunﬁuqagu 45 93

m’mﬁm'ﬁmqu 1 mm 289401791809

!4 > & 0032
Be=6.7mm O 157

NN 4-7 mwmemsi’ﬂmmmni’wmuTsaﬁ‘::n:t‘é’mqu 45 9IF

m’mﬁm'ﬁuoagu 3 mm PaIN15aad



81

Strain~ Effective

AN 4-8 mwuamm*si’mmm*mm”wmu‘[iaﬁizﬁztﬁmqu 45 93f

mmﬁm'ﬁmqu 5 mm V24N15INROI
= & - ot w w o
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LI o4 Cr o L2 ko A’ bl
lagazldhanuinubhnaoiisnniu - ildaundaslsasndumsludnwme
Gadudeamunsndowiuaunislaaait
E’i’m*‘{nqumnmu 5 93¢

Y =0.38091.X +4.87756 n3difl 1 <X <5

o v
Wa Y = anuniaislsa (mm)
X = anuanuanyuhnaiy (mm)
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f«‘im%’ugumﬂmu 30 239N
Y =03779X +5.17211 n3dil 1 <X <5

Wa Y = anunfeaolsa (mm)

X = anuanuinyuihnany (mm)
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Fauluuasifnmasaunni@a (Tensile Test)



124

FUNUNATOUINIRG  JIS.SPHD P/O Tﬂuﬁmmmﬁudmﬁuﬁnmo 5.1 mm. Uas

AUENINAUAINAROY 38.0 mm.

AN N-1 URAIMAAI8HNTUNAROLIWAINRY (Specimen)

A3InadauMsA

LS 8INARBLUNTIRITUIA 25 G Shimadsu Universal Testing Machine sznousdag
26 mina g Ao

1. §WIIRRSaIMAgeY (Hardware)

2. druvoslisuninyszanana (Software Ju Win UH) aauaasluniwi n-2

AN A-2 LATEINARBUUIIAY Shimadsu Universal Testing Machine
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AINT N-3 N13AAAI Extensometer NUTUNaFAL

A R N . e ——————— ; 2 B it
. e ———_ i —f——

NNA N-4 UEAIMNWA8H N TUNAFUNVIAURT (Specimen)
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= & A
AWM N-1 UUNNHAEN13@d

Load( P)
KN
1510
2250

3010
3760
4550

5270

6020

6780

7540

8300
9060
9810
10570

11800
12100 0201

11500

O , G
(N/mm’) N !mm2)
73.918 74.501
110.143 111.896
147.346 | 149.684
184.06 187.72
222.733 | 228.976
257.979 013 | 26732
257.979 0016 | 309.063
331.897 | 352132
369.101 39657
406.305 440.144
443.508 484.392
480.223 528.68
517.427 572.137
530.575 675.857
554.630 730.65
523.327 741.144
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Watda R ledana e n-1 1a N I He VR URREVaIR A ULRZA VAT HATII

(True Stress-Strain Curve) TIUNIANVFUNUT TTRINHANIMaFaLLTIGIasITmMmasas

1da9nwn n-5

0 2 4 6 8 10
14000 < Si— d —— 14000
teee ]
120004 SFHPFO 4 12000
10000 - 4 10000 -
7 8000 4 8000
2 6000 4 s000
i |
4000 4 4 4000
2000 4 2000
0 a

Elongation {(mm}

AN N-5 ﬂ"i’WJLLﬂ@NNﬂﬂ’I‘iﬂﬂﬂaULL?GC?F}IG] HATNIINARD

nu 0.2 0.4 0.6 .5 1.0 1.2 1.4
1200 r ————————— - 1200
| .
Experiment |

10D S.PHD i l e ~ o 100D
- 1
oL 400 - ~ 800
Z
o
& 600 - 600
—
-
LD 1
[\
S 4004 - 400
=
Q -
& :
w 200 — - — 200

0.4 0.6 0.8 1.0

Effective Stain (E)

A ar W *
NINN N-6 ATIWLEAIAYFUWNUDIZYIN True Sress-Strain Curve
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2000 e e e —

1000 4—

730.76] - -

500 1

300 1

True Stress MPa

200 7

100 —r—— T — . }
0.02 0.1 0.3 1 2 3 5

Ture Strain

AN N7 NIWINNUFUNUTVY K LA n

22 U FUN UL 89N NIRRT ANULATHATIIUFUNITAD 730.76 8% MPa
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FUUANNNRVITTHEDAY HOLIFA HFF 24
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A7 -1 FNUANIINAVAIFITREDRU HOLIFA HFF 24

e

Viscosity Index 125
Flash Point (° C) 208 —
Pour Point (° C) Approximate +6

gmdndu HOLIFA HFF 24 iuasmasiuiildlunwlwiuuas flamaud
afpUE IMEaaRAldNTITNTA (Mineral Lubricant) dainasliiiusuasmilodusia
[EHERR ﬁnﬁtou'%ﬁ'ﬂg:'n‘ﬁmﬂ?aamm wazudRuW lduunhlildawglanisviinu (Fien
Tool) a‘%ﬁ’uﬁmﬁan‘lﬁ’mméa‘éwﬂﬁﬂﬁhmsmaaqLf‘iammmm:auﬁ'uam‘lﬂﬁu.uaeﬁ

uazinanulaaanslunisrineu
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NISHIVWIAAIDENS

lunsnasasfidasfmnmameuasfiethy (Sample Size: n) fiazrnsifiuma
Wolwlenaiufivonsy wssdadaldlasardondnmimesdalunwiamnisutaslung
AR

NMInIIMIaAIatIINaaaInItinmInasadilatfaduasi

$2 =|1+0.01P)2 - 1Jn

Taui
¢ = OC-Curve Parameter
P = wefidudanuibssunasguiisawih i flassundizm
= Snnvataipfifinadanmmanas
Awuald P =20%, a=0.05 B =01
dadwupasilaiofdinadenimaass (a) = 5
v, =(a-1)=(5-1)=4
v, =aln—1)=5(@-1)=15
iedlaliislanmalunnd a-1 auniesld n Avialdlden p oundn 0.1 Fefloduilu

n ALRYI=RY

1.00 ==
0.30 k=
0.70 3
2060 PR
o 0.50
E 040
& 030 \\‘ \?:5\—5434 ~
= O SRR —X0
T‘J 0.20 L 0 (:}(’(%Tzloﬁ .-\VT
= N 12
2 \\\( R0 9 X
& 010 W Y‘%ﬁ
3 0.08 A S
2 007 TR R LR A
< oY ATARRNRRTAY
005 WATRRARRE \\
;?—; 0:04 | — \T\\\\\\\\\
= - ARRR
2
(a9

ooz W

kLU

] 2 3 <@ (for c.=0.05)
& (for a.=0.01)—> 2 3 4 5

mwf’i A-1 Operating Chracteristic Curves for the Fixed Effect Model Analysis of

Variance
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n ¢ ¢ B (1-B) Ly U, ]

4 1.76 1.372 0.50 0.50 4 15

5 2.20 1.490 0.35 0.65 4 20

6 2.64 1.625 0.29 0.71 4 25
B 3.08 1.755 0.19 0.81 4 0 |

8 3.52 1.876 0.12 0.88 4 35

9 3.96 2.20 0.03 0.97 4 40

ynmamiswamailuayi a1 & wondetefimanzaslumaifiuea

= *r [l e s L o A =3 s’ s A. ";0
NIINAKBIND 9 AU AIPITAVRBEINN 0.05 AIaNITAUANULTONU 95%
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n’zsﬁqmmu‘mﬁiﬂumsﬁugﬂ
TOURFAI fiisaTaaiumssiwam
- Taqlunmineaas L IRANNAMIBYIATIIU JIS.SPHD P/O w14
ATVUUT 7.2 mm
- AANMARLTIRIFITN; O, : 339 MPa
- TN TR IIRUT UM G : 0.5 % POIANUNMIFY (0.035 mm)

- pwnaldwhugudnaaiuaw ¢ 62 mm

- fNNN1INAREY (f;) - 0.9 [2]
- §9NNINARDI (f,) . 40 [2]
- ANINNINGRDY (f3) : w22l
- NIINNTINARDI () : 69 MPa [2]
= mmqmmuﬁn (h) 1.0 mm

Nt 2.4.1 noeimdunomussiwssdmiuuiRuwiniuosed ganso
Awammuss leaoil

Fs

1. MIFIUIWINTIGG (Shear Force; F,) :naumsh (2-1) azle
Fs = Ls.s.Rm.f1

ia L= mmmmﬁ’mangﬂ = 226 mm
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S = AU

=7.2mm
Rm = A7UMUNMIUULTION =72mm
2
f,= uniniaas =09
IMMNFUNT Fs = Ls.s.Rm.f1
NI

Fs=226x7.2x344 x 0.9

§592945.9 N

Fs

i

60.443 Tons

2. MsfiuwrmmusIna ludufiiuniaudn (Ring indenter Force ; Fg)

Fx
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MNFAT
|
F, =f, XL, XhxRm

o JEUEWIITERIILRIUINALLALANY : A =3 mm

faviu
LR = I X 66mm
ANNIINA8aI (f,) : 4.0
AMUFIUNIUIN (h) : 1.0 mm
PNFUMT F, =1, XI XhX0O,
JoF, =4X207X1X 344 N
= 285306.8 N
= 29.083 Tons
FURLIINALMINEN = 20.083 Tons

3. fnnusduniaaidian (Counter Force; Fo) 9mnaunsf (2-3) la

Fz
FY F?




IMEAT
u

FG = Ag Xqg
e
;’!.v:zdz "—'1622 rnm2
4
= 3019.07 mm’
qs =69 MPa
axler

Fg=3019.07mm” x 69N / mm’*

= 208316.35 N
=21.23 Ton

4. MUINUUTIURATUIY (Ejector and stripping force)

Fs Fx

FCA\— Fﬁ)\
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IMNFAT
U

Faan = Fga = Fg X5

ija
Fs =60.443 Ton
i, =02
Fatin F,, =F,, =60443x0.2
. Fp, =12.08
= 12.08

Ton

Tons

5. suinusITNAlslun s IWiuuaIAnan (Total Major Force; Fr) 9Mnaun1Ii

(2-4) lfevait

Fo=Fs+ F, +F;

= 60.443 + 29.038 + 21.23

s v lElunis ivhituaaiivinny  110.756

Tons

Tons
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mMsnadauanls=anaanudsanin

FuilsrantanuEAMIUTER LR ua::%mmnmfuﬁau'lums%gﬂam
IHAAAINULAY  (Stress) AUAU  (Pressure) gﬂuuumﬂmﬁa (Flowing) amnail
(Temperature) LLa:LL'E\]’ﬁuEﬂ(Tolal Force) daidialslummasauifamiadulszans
mwmﬁummu’lumsﬁugﬂ (n) wipuldid ﬂ']‘iﬂ(ﬂﬁ’r]L!LLWFT@%%YWIE!EI]JEU’NLLT’;'J% (Ring
Compression) Fovamlas wad uay fonaay (Male and Cockeroft) T@Uﬁ'ﬁ'ﬂqﬂizmﬁ
wodsziumdanudulumslnas (Flow Stress : G)) mao’i’ﬁ@uazﬁaﬂi:;ﬁumm
FulssEnTanuEnaniu (u) Tcaﬂm'maaaaa:ﬁaaaijauuﬁgmﬁ’h nﬂiLﬂﬁnugﬂmaa
i’a@}a:ﬁamﬂuuumﬁmaua (Homogeneous) ua:ﬁmmLﬁmmuﬁmﬁﬂaaﬂmﬁugﬂ

ﬁé’nmiﬁ'l’ﬂummﬂﬁamﬁ'amfhﬂ’rmtﬁuwmn“mlﬁ’ﬁ’mmmJguugﬂmw (Plastic
Deformation) P95 uNnaRaVfa m'smmmﬂm'mgquazmmmﬁumuﬁuﬂnmwaa%umaau
Auldsuly Li‘iaﬁfﬁﬁvm@aauzﬂfml.mmnnmum!.xiﬁmﬁut&mmﬁﬁmmmwﬁo ThAUD
5&@3%%@1aauua:mmmaza’éumﬁamsmﬁammﬁuﬁﬁa n‘»’ia‘lﬁ"l@i’é'ﬂﬂmumaommgo
aARIUTZIN 50% leapdrueveisuniuludadin D @ D, t Winy 6 : 3 ;2
mmzﬁwms%ugﬂmanﬂ%umﬁan ﬁﬂmwamwnm:ag}ﬂuumﬁzﬁmnﬁuﬂﬁumaau
g unaseuifiams maslnfarmemswiuAausfun ﬁ'ﬁmﬁ'\nnmﬁﬁumuﬂuﬁnma
mulurasFunagaufiannazifiniuniannay %w:{lruariliﬁ'umé'uﬂ's;%ﬂ%fﬂﬂm%ummu
AAaTuszn RS uNaga URURAILIRYE T@umnﬂﬁ'uugﬂmawmmﬁumuﬂuﬁnma

mulwiasdunaseuiiag 3 anwmzho

Do

< = y = £ =
AN 9-1 UEAITUIAYITUNARIURIAFUUTEENTANUTIAN Y
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1. pwad@uguinamelurindy ueasit p = 0 Faazauiiafinislnada
TRIVWIALFUUAUINEIMEKEN wasid@uigudnamolusaunIy fuludnsin
dar wdrwavadFuiumunaIMeluaIUnIBITIIG LGy

2. mmﬂLﬁumuﬁuﬁnawmﬂlmﬁm{u WgaI p dstan Wansumouifianiy
namauusadaniiifedn  udenudsanuiiiasuddnies  SoliRammasandy
PasrwIaLEuuguinaImulu ﬁaﬁwm@Lﬁudﬂuguﬁﬂmamﬂuﬁaﬁmtﬁumn’ﬁu

3. awadwhuguinasmoluaaas uaasdt p Sdwnn Warsumamiianslna
fauusadaufifiein danmrumesivenumuIzEsasiissnauE s
mnwaﬁa}:ﬁﬂﬁtﬁﬂmmm@i’mao'ﬂm@1Lﬁ‘umuguﬁnmamuiwao%umaau ERprraty

La"'mhuquﬁnmamuluﬁqﬁma@m

JE. VRS . -
JAlA ) i A B [
| {
RI
rl:] - e e
| !
| I S . S
|:%II
)—-— = —
n) JHURIiauNTNAagaL
/—--— —— — —a \ —— e
{ —— ) —— - —
[ | |
———— ———— ‘ ‘ ‘ ——— — —————

o - = .
7) MaagugiiltasnanuEsamud

nwn 9-2 uaasansazmsdsugd sesvwaidudugudnamolunasniimasey
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| R
1 r —
} i g —

/ kY
| - ——t—— —t—— | —— - ‘ /—-—‘—-—-——-———h—\
{

I
[ - e .| —— | I — | — _-.__..._\
{ { i
—— i ———l - e — —— | —— ———— ————
/
——— o | ’ —— | —— e — —
\ /
\ ; — J

f) pwaEsiugudnamsluniimmaseu
dl 1
nanm 9-2 (aa)

- T A . .
ANMULFIOMBIIAAD UUUEI UL BLRSAUEINVDILAUIINAULLKIILY 107150
abuldlapdrdudszanianudsaniu aasuy Gl

Ti o
L:_ (-_'I
L p

Wa  T,= euAulleunfIgudw

P = ANUAUNIINARIRUAT

H O e ' ™
Tasfa N UA BRI RURUARIINAVULURTIVALHNITNIANOULY  EUIATIOUUNY
o o . i A o TR 1 P " oo i =
ua:ﬂfnmm}:mnﬂqﬂﬁ@aguﬂnmmnu HINNWUATUIRI=ITHNTY  Friction Hill lapi

JUN1INITL

R
p=0C.e (3-2)
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B \ Proox

\ /'fll

N/ |

T
G A i R R _
<\ A | N\ Friction hill

el
M

< . - [ ,
AT V-3 Friction Hill YDA PRUULHUITUNRY

e B

NFUMIN 2 EsomgunIanyanaislaasil

a
27T Ordr 2
)(_) = QJ.__i. — gﬂ _h_ e2teh % —1 (3-3)
ﬁaz 2 /Ja h

p :O'Q[H\—zgx[a;r]:} (v-4)

—at ;A a £ o S .
AmidulsAnTanuEsamMuIINNIIMaRaLLTISaTUNATeUIUIU  (Ring
Compression Test) laplfaIndafin (Lubricant Test) TsninaTununuudRaw lagandy
13 =l .3 o g @
npresnRantaunguredusduazfenaiby (Male and Cockcroft) sunsnw)ldany
x et A’
TUADUNIN
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1. mLﬂaﬁsL%m"fmﬂﬂﬁuummmﬁ'umuguﬁnmcmu'lwuao%unﬂaau

80130
v o
wlaaad
- dg — 9
%Reduction in Internal Diameter = ——— X100 (3-5)
dg
\Wa dy = pwnaidudiuguinamulunaunanasay
D; = 'ummf’fumuguﬁnmamzflu%é’an@ﬂ@aau
2. W\LﬂaﬁfﬁuﬁmﬂﬂﬁUuLu_laammgjwaa%uﬂﬂﬁau ganTan laaadi
hg —hy
%Reduction in Height = —2———"X 100 (3-6)
ho
Wla hy = IWAANNFIVITUNAFAUADUNS
H; = TWIAAUEITAITUNARDURAING
A £ = € = v '3 ' £ €
3. shdwdefifudmafupmaiduiuauinananioly uazandafidua

mnﬂﬁummaommgwao-‘ﬁuﬂmﬂau’lﬂdmmé’uﬂizﬁﬂ%mwmﬁurﬂmu ) ldannmv

(Calibration Curve) ﬁrm'ﬂqmﬁmaemaﬁua:ﬁanﬂ{aﬂ (Male and Cockcroft)

fal i
Osiginal dismensinos .E\"," 4[1
20 L it 'mﬂ:‘ § : =)
" = L i
F% it ma b | 13 faan
70 FHenbr = 1M e G504 e [. -~ : .mII.(
L /
}I  autiy
EE 50 "r . %
: o v :
s 3
é Al g7 #. 2
RN - =5
R | — B i !
'g 0 g B : i_
F 5!
20
0
L

AN 9-4 N3 Calibration Curve aannujvadtuaduazfanaiall
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AN -1 UERIHAMINAaaIm AU AnTanuFsamuiunagay

i
ICPED) CRREY Internal
BHUHT | 38| Diameter
Ra (pm) '?( ; (mm)
WHANNEY
AU 1.4
SPHD P/O

0 u =3 J -t 5 ) &  ws Ay
NnrsmMInesssiilEintanuFsamunungvaneemi  dmiuTEginnu
Teluvaarmhanlsiuidundandu Holifa HFF. 24 uasusifRuw IWinuasnluusas
e & o g L =3 J -1
HATBlARUL s AN NUEIaMU (1) = 0.114
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