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Improvement technology of filling compound wedge structure

Zhao Zihai, Cao Changcai, Wang Jian, Jiang Kehong
(ME Center, Geely Auto Group Co. , Ltd., Ningbho 315336, China)

Abstract: Aiming at the shortcomings of traditional filling compound wedge structure, the improvement methods were put forward. In the
traditional filling compound wedge structure, the movable drive slider and movable punch were driven by the rigid wedge panel and re-
turned by nitrogen cylinders, and because of high frequent and high-speed motion and work, the serious wear of wedge panel was caused
which affected the accuracy of wedge structure. Therefore, the traditional filling compound wedge structure was improved, the working and
return strokes were driven by the cylinder for movable drive slider and movable punch, which solved the problem of unreliable positioning
for part caused by the wear of wedge panel when the traditional filling compound wedge structure was applied. In addition, the auxiliary
nitrogen cylinder was used to carry out the working stroke of movable punch, which also solved the problem of slow stamping production
rhythm when the cylinder drove the movable punch.
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Fig. 1 Structure of traditional filling compound wedge

(b) A-A section

(a) Sectional view
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Fig. 2 Wear picture for wedge panel at location of knife on spot
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Fig. 3 Structure of improved filling compound wedge

(a) Sectional view  (b) B-B section
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Fig. 4 Buffer block of spring fitting after improvement

(¢) Section of position parallel to section shown in figure a

2.3 BEENEREAMNREMEREIEER

(1) 35 Sl HE BRI 2l 0 B2 o A ) T AR A
IR R R PR K Bl I, 5% 2l 0 3 30 o™ A 5 15 (]
RSO ACIN A As ,  JHE S 185 20 0] 8 20 T S i R [ A
FULZRCIE 5 5 3l 5K Sl ¥ Bt i B AR 27 A I A%
S, BRI S UK S PR RT3 S0 000 3 3 A S
AT, BAABCE WK S,

(2) AU E RS HAR N 16 mm, [EAL
o B AT AR CRE, 3l S U A A T AR ) AR
ik,

(3) BRSPS A a] n] LAR B WA
I e e Wi i I, ARSI, WPk T Rk
BRHER Z B PR B 0.5 mm [R] T,

P

3 4iE

A FEE IR R R R A E S
FHYUREST TATIE, ARG SEEs I Bk s AT 2k
L iU L NS NN [ KA iE S N PSR A EAT e S
PR, SETHE RS BRI, AT A2 o i



434

BT R ARSI 181

QB AR
IR 2 ALt A

(a)
[ 5

BB R
TAERIB LA

®)

WM (a) RGBSR (b)) ARSI A R B

Fig. 5 Setting of detection sensors for movable drive slider (a) and movable side flanging punch (b)
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