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ABSTRACT

Shearing 1s one of the most important operating processes in the field of sheet metal manufacturing. Compared with
casting, forging and machining, shearing is very economical to obtain the desired shape. In recent years there has been
increasing the use of shearing process in the manufacturing of small and light electronic components. In this paper, it has
been researched the experimental investigation to examine the influence of shearing process parameters such as clearance and
lower holder configuration. Through the experiment results, the more narrow clearance gives the smaller burr height and the
removal of lower holder makes the worse sheared surface. And FE simulation of shearing process using DEFORM-2D were
carried out and the results compared with experimental studies
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Fig. 1 Shearing, data acquisition and measuring system
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Table 2 Material properties of brass
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(a) C=10um (b) C=30um (c) C=60pum
Fig. 3 Photographs of burr and sheared surface for
0.2 mm sheet thickness with lower holder

(a) C=10um
Fig. 4 Photographs of burr and sheared surface for

(b) C=30pum (c) C=60pum

0.3 mm sheet thickness with lower holder
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Fig. 5. FE simulation result for 0.2 mm sheet thickness

with lower holder
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Fig. 6 Photographs of burr and sheared surface for
0.2 mm thickness shect without lower holder

Fig. 5. FE simulation result for 0.2 mm sheet thickness
with lower holder
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