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Design on multi-position progressive die for tube cap parts

Wang Tianbao', Yuan Bo®
(1. Department of Management Engineering, Inner Mongolia Vocational and Technical College of Communication, Chifeng 024005, China;
2. School of Mechanical and Electrical Engineering, Wuhan City Polytechnic, Wuhan 430064, China)

Abstract: In order to mass produce the tube cap parts, the layout design of multi-position progressive die for the part was carried out accord-
ing to the structure characteristics, precision requirements and stamping process ability of parts. Because the tube cap part was small, and in
order to increase the strength of die and facilitate the layout of part, an empty position was designed in the second position, and when punc-
hing the inner hole of the part, it needed to be concentiric with the outer circle. Furthermore, because the side wall of the tube cap part was
thin, the drawing height and drawing times should be designed reasonably to ensure the precision of the part. After the strip passed through
the locating block and moved to the right continually, the side edge trimming was conducted, and the side edge was designed with a single
side trimming to ensure the accuracy of feeding. In addition, the tube cap part adopted the structure of four ball guide pins and guide bush-
ings so that it had a higher clearance fit precision. The tube cap part had the advantages of simple structure, central symmetry and easy to
realize automatic production, and the design of the die structure was reasonable to provide theoretical support for the design of multi-position
progressive die which had important reference significance for guiding the actual production of the project.

Key words: tube cap parts; multi-position progressive die; layout design; stamping process; side edge

&35 ;EEI’JBQ’%E U1 o e T A BT B RE A B L RE4
1 A5 4E = N "

AR Al FH L BB IERORTIE . R BB R

WETZEWEEELMZ LA, BEdke® Fﬁiﬁ?”m@éﬁgkﬂéL Ticit. Bl 1A EEER
TR, B2 A E R S AR EL
WiEHHEE. 2021-01-21; {&iTHHA: 2021-04-16 ol > t <¢ 3 4\/\
ESTE: ROEBEA (LFIFEAA) VEBh; RoUiie Hﬂj‘jﬁ osFﬁa, 08F i1ty F RANSRIE, 08
e £ BIOR0 H (CXY202020) 5 2020 4R i ve bty W NJT 032U\, OBF SR SR B AR BE B AIE, )k
IR - (2020010601012292) 5 -k 45 20 & T AL BF %1 5 H oA, JEEE R 0.25 mm, FEZLZ kL

(B2021529, B2020427, B2019433); iU iy Ol 24 BeRHIF BB R ENY 4E > 0 £t =l S £33 121 2 e T B
l]{ | ~, 73 , 73 “ Hy
A e A AL 3 2 OB IR E1F, BRSO R 3

R E T (2021wheveB02, 2020wheveB02) %ng/ﬁmxﬁ (1) Hﬂ?*ﬁ@%%ﬁ{zﬁﬁ:jﬁ%’ﬁ
EEBA: ERE (1981-), B, #id, HEE b, ZRMER AW, R R IEE M
E-mail: 3012191@ qq. com Robs (2) FBERSEAN, e, & A #Rhas 1T

EEfEE: ® M (1986-), 9, Bk, \ : no
E-mail : yuanbohg@ 126. com fir; (3) HEIiE{FFZ;:#FW}LBﬂ" i SAME AL



514

FERFESF: BIRTIEE TR BT 169

- ®11.00
N
(=]
f
i ®9.30
|
b $6.50
: |
,—
! ™~
S B @1.30
— [=]
120°

0.25

B2 PR 3D
Fig. 2 3D drawing of tube cap part
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Fig. 1 Part drawing of tube cap
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Fig. 3 Layout design drawing of tube cap parts
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Fig. 4 General assembly drawing of multi-position progressive die for tube cap parts
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Fig. 5 Strip drawing after trial stamping
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