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Table.1 Chemical composition of SUS XM-7

Unit(wt.%
Fe Cr C Mn Ni P
69 18 0.15 2 9 0.2
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Fig. 1 Dimension of pin hinge part

Fig. 2 Drawing of die for pin hinge
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Fig. 3 Photos of die failure
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Fig. 4 Stress distributions of die for pin hinge
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Fig. 5 Maximum principal stress of die for pin hinge
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