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Design on multi-station progressive die for battery connector

Sun Wen, Tian Wenchun, Ji Xiaohu, Xue Kemin
(School of Materials Science and Engineering, Hefei University of Technology, Hefei 230000, China)

Abstract: To meet the production requirements of high-precision and mass for battery connectors, it was determined to use the multi-sta-
tion progressive die method for production. Then, according to the structural characteristics and size requirements of part, the process lay-
out of the multi-station progressive die was designed, which included fourteen steps such as punching, trimming, drawing, vacancy, blan-
king, cutting waste, etc. , and the whole design process and production points of the die were elaborated in detail. Furthermore, using
software Solidworks as a computer-aided design modeling tool, the model of die parts for battery connector was drawn, and the three-di-
mensional geometric model of the die was obtained after assembling. The die was fed by the feeder, the guide plate guided the material ,
and the guide pin positioned the material strip precisely to ensure the accuracy and stability of the material feeding. In order to improve the
guiding accuracy, this set of die was guided by the combination method of inner guide column and outer guide column. At the same time,
a limit device and a false delivery detection device were set to protect the die. The production results show that the size and precision of
the battery connector made by the multi-position progressive die can meet the requirements of the product.
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Fig. 1 Part diagrams of battery connector

(a) 2D part diagram  (b) 3D model diagram
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Fig. 2 Drawing allowance of blank for part
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Fig. 3 Layout diagram of multi-station progressive die
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Fig. 4 Schematic diagram of reinforcement structure of special-shaped

punch for punching shape
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Fig. 5 Schematic diagram of working principle for false

delivery detection device
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Fig. 6 Schematic diagram of die assembly
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