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A Study on the Size Change of the Shear Surface by the Clearance
in the Shaving Process
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Abstract By using the high tensile steel plate (SPFH590) 1 Primary normal shear process clearance was
studied through an experiment for the effect of the second shaving process in this study. Experiment result,
Shaving process in the case of processed 15% of the Primary normal shear process clearance was some
residual surface does not remove it completely. and Shaving process of shearing products by the general
shearing process clearance of 10% it was found that the wider the size of shear surface. The shear surface of
93% occurred in case of the clearance of general shearing process is 10% and the Shaving clearance is 2%,
The shear surface of 87% were to occur in case of the Shaving clearance is 3%.
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[Fig. 1] Manufacturing Proses for the Test Speciman
and Example of the Specimen

(Table 1) Chemical Composition(wt.%)

Chemical Composition (Heat Analysis) (%)

C Si Mn P S Alt

<0.18 <0.60 <2.00 <0.03 <0025 | =0.010

[Fig. 2] Microscopic Test (X 100um)
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(Table 2) Mechnical Test Result

Yield stress Ti\ﬁzﬂi msl;IrZSS Elongation Hardness
2 0,
(kgf/mm) (kett/m) break (%) (Hv)
57.56 66.45 27 1035
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(Table 3) Experimental Conditions

Kind of Exeriment Piercing Shaving Punch “R”
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