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A Study on Development of Forming Roller for Metal Ball Manufacturing Process for
Machine Parts

H. S. Joe(H. W. Steel) C. K. Park(H. W. Steel), J. S. Park(XXIEN),
Y. H. Kim(ERC/NSDM, PNU), C. W. Park(ERC/NSDM, PNU)

ABSTRACT

Although metal ball can be used as parts of bearing or metal filter, that is used by single product with solder ball
or shot ball. Also, according as demand of metal ball of various diameter increases, processing property and extension
of coverage are important. Especially an optimal design of cutting roller was investigated for determining appropriate
dimensions of components of manufacturing system.

In this study, the effects of the diameter and the round radius of cutting roller were calculated and analyzed.

We applied data of rigid-plastic FEM Simulation in basis design of equipment to solve these issues, and
confirmed processing factor about metal ball manufacturing process that use cutting process of metal wire in this
research

Key Words : metal ball (3% ), cutting roller (2HE %)), bearing(¥ 2] %), metal filter(T5 T E])
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Fig. 1 Conventional manufacturing system of metal ball
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Fig. 2 Numerical Model of cutting process
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Fig. 3 Effective Stress distribution for
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Fig. 8 Picture of manufacturing system of metal ball.
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Fig. 9 Picture of metal ball and heat-treated roller
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