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ABSTRACT

In this work, a method is described to investigate the progressive and compound process in the
coining and piercing operation for given conditions and parameters, using the FEM simulation and model
experiment. The effect of the die shape on the compound process is established, and the die shape
depends on the position of coining die and the width of the part coined. It is found that progressive
process is better than compound process, since matenial’s filling into the die is not completed and the
higher stress acts on the edge of the punch according to width being increased.
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