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A study on the analysis of terminal die and progressive die manufacture

Dong-Wook Kim' * Young-Rock Choi' * Sei-Hwan Kim' - Kyu-Kwang Choi™"
Department of Metalmold Design Engineering, Kongju National Universityl’Jr
(Accepted November 23, 2015)

Abstract: The progressive die is processing methods that can improve the productivity for sequentially transferring while
continuously producing in multiple processes. In this study was carried out the die analysis through the load analysis
acting on the terminal die and sheet metal forming also the study was carried out with respect to optimized die design
for the terminal die and progressive die manufacturing using the CimatronE Die Design.

Key Words: terminal, strip layout, progressive die, FEM.
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Fig. 1 Schematic drawing for production part

Table 1 Physical characteristics and Main point of product

Material SPCC Shear resistance(Ks) | 30~35kgf/mm?

Thickness 0.8mm | Tensile strength(KF) | 28~32kgf/mn?

Clearance 5%t Working process | Shearing, Bending
Pitch 15mm Press capacity 100ton
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Fig. 2 Stnp Layout Design
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Fig. 3 Load analysis of Terminal die
Table 2 Process-specific Force analysis
Group Working Force (kgf)
Piercing 947.47
Shearing Notching 6534.66
Side cut 411.81
30° bending 24.54
45° bending 38.22
Bending
Ist 90° bending 74.54
2nd 90° bending 65.50
Total Shearing+Bending 8096.66
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Fig. 6 Manufactured Terminal progressive die
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Fig. 7 Strip of Finished Product
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