48 % 5 8 1
Vol. 48 No. 8

2023 4F- 8 A
Aug. 2023

B A 8 f

FORGING & STAMPING TECHNOLOGY

HEMBEIN S T i FiFiEigit
BEE A B A A

(1. LI AR 2R SSRsiAe, 107 Bl 1140205 2. W TR TAESSIH.G, T WH 110870,
3. RN ERUSEEA FRAE], WiV dEIN 325025)

FE: RPN EIEAR . ROPFIAEFZ0R, 20br TR T2, 6T 1 b HERE SO H AL LR, 454 Dynaform
BAFHEAT T 205007, 808 T 75 DAL il — YO OB o X7 S A 2 | O Wl Ry [, SR BUE T 24
RRIE T2 RS RE 5 1087 dh 210 2 iR, SR ATHEZS R HERE S A B 5 1 ORRA HE 25 M nh IR O FRUE P 1R oRHA 5 T IR 4
AAZES, HE— D4 T RS R AR A RERY . AT Y B Oy AT DA v 7 RS 5 RELES A G BE, AT DADRAIE S
BOA P ROR . R, JFSEBURHE R A, XESEPRaE - B B MR

R A, 2 TR, HERERGT; SR, WRT

DOI: 10. 13330/ . issn. 1000-3940. 2023. 08. 030

FESES . TG386 XHEARERD: A XEHS: 1000-3940 (2023) 08-0219-05

Design on multi-station progressive die for automobile reinforcement plate

Zhao Deshi', Du Po’, Liu Jie’
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Center, Shenyang University of Technology, Shenyang 110870, China; 3. Wenzhou Ruiyu Mould Co. , Litd., Wenzhou 325025, China)

Abstract: According to the shape, size and production requirements of automobile reinforcement plate, the stamping process was ana-
lyzed, and the layout and die design of progressive die were conducted. Then, the process was analysed combined with Dynaform software
to determine that the central part of product could be formed at one time stamping. In view of the problems of many bending parts of prod-
uct and large amount of springback after forming, the bending accuracy was effectively ensured by using the pre-pressing process, and ai-
ming at the multi-sided bending characteristics of product, the stability of strip feeding and stamping was improved by using the frame-type
layout structure. Furthermore, the combination of floating guide pin and corrected pin further improved the punching accuracy. The pro-
duction results show that the forming scheme of bending in several times can improve the accuracy of product, the structure of die is rea-
sonable, which can ensure the production efficiency and yield rate of product, and realize the large-scale production, which has important
reference significance for the actual production.
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Fig. 1 Two-dimensional drawing of automobile reinforcement plate part
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Fig. 2 Three-dimensional drawing of automobile reinforcement plate part
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Fig.3 Forming limit diagram
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Fig. 4 Simulation thickness cloud diagram
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Fig. 5 Layout drawing of progressive die
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Fig. 7 Stamping working module
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Fig. 8 Two-dimensional assembly drawing of die
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Fig. 9 Physical picture of stamping product for automobile

reinforcement plate
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