AppLicATION DATA

Name of part Source

Bending die

Mode of servicing Puresu Gijutsu

Sheet metal stamping
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Vol.1l6, No.1l (1978) p.101

Die arrangement

===

J

=l
%

o 9o O ®. o
el
i = S = = o
— - DO L O Q@ o =
VLU CY 000 = —
[ S e T M et
v U — @+ T O — =
el = I = 7, I el a=l =]
oo — O N M — (=
// \\N ‘“xxa\x\HBending die
z Bending punch
U-bending | | Curling i
punch M Eun$h ;
~- - . | iMandre : g ok
:1.53i;ur11ng 'Curling die D ?ceaued
Curling dies A andop S
AandB |- - - - = “DsD3

Curling

punch
Mandrel ey
Ronk )

Bending die
2nd bending dies

Work material

Material  AIST 4135
Size 2 mmt
Hardness H B 80
Remark

TD treated part
Carbide ve
Base metal D2

Harness of substrate

Remark

Working or servicing condition

Machine Transfer press
Load

Stroke 60470/min.
Clearance

Lubrication None

Temperature of work

Product
Result Base metal, treatment and hardness of the part to be compared
D2 Hardened
Profit obtained through = Introduction of TD processed dies
application of TD Process =
© » L Mandrel (HRC 58)
Decrease in die consumption gﬂ;125“ i Curling punch
Decrease in repair work tfﬁ 30F \42/Ubbending punch
Improvement in product O= l 1.50 Curling die
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