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A Study on the Die Design for Manufacturing of
High Pressure Gas Cylinder

Young Choi#, Ji Hun Yoon*, Yoon So Park’ and Jae Chan Choi

ABSTRACT

This paper describes a research work on the die design for the deep drawing & ironing(D.D.I) of high
pressure gas cylinder. D.D.I die set is large-sized die used in horizontal press, which is usually composed of
drawing, and ironing die. Design method of D.D.I. die set is very different from those of conventional cold
forging die set.. Out diameter of the die set is fixed because of press specification and out diameter of the insert
should be as small as possible for saving cost of material. In this study, D.D.I die set has been designed to
consider those characteristics and the feasibility of the designed die has been verified by FE-analysis. In addition,
the automated system of die design has been developed in AutoCAD R14 by formulating the applied methods

to the regular rules.
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Fig. 2 Assembly of D.D.L press2
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Fig. 6 DCL on die design system

Table 5 Main size of each die set{mm]

Drawing die of the 1" draw 1149.92871.52] 0.90
Drawing die of the 2" draw 298.71 | 699.84 1505.00] 1.05
The 1” ironing die of the 2" draw |293.82 | 699.84 [420.00| 1.15
The 2™ ironing die of the 2™ draw|288.77 | 699.84 415.00| 1.15
Drawing die of the 3 draw 234.43 | 699.84 {430.00| 0.85
Troning die of the 3™ draw 229.00 | 699.84 355.00 | 1.00
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