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(a) Length of shear {b) Point occurred in Max. shear stress
Fig. 2 Design of shear stress
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Fig. 3 Setting up of clearance

(a)Correlaticn of shear molding (b) Unit cutting in revoluiion
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(c) Cross-section
Fig, 4 Design of molding structure part
3.4zt 3
31AExA

Table 18- Al ¥ 240 2 588 Ly 22w o) A€ (setting) 5]
ARG G NS, B AN E A e Az s deo] £
BL AGg A A ES 05k

Table T Condition of test

TE A8z
8o =0 850mm
ZAEARMS 5%=0.1m
R A ZEdds | AAFA .00 10%=020
A=A T (2.00 2] 20%=0.400
ZE A Avss 15 SPM{Stroke Per Min)
Ay 150 TON
32 X AF )

H7H A E8-g FUE 4 2 Fig 59t 2o, dutw o) U &
HEE AT FUE d8 FA 7€ T2 Whald A 24
@ 22 Fig. 63} Zo| 47 5o i 5led vl H )8kl ch He,
TEHAAR AL A - T AANH S uin g Ao, Felolw
2:55%,10%,20% & T 29S S3 A7 Fe)oigl 2 10%0]
A Ao FE ey g Ao 2 s vk AA A=
) (2nm) ) 30% (0.6mn) ~50% (1.0nn) g (A)e] 2A 3 HF
] 0.77am, ¥ Q)2 A A A 5 #|(2pm) 2} 10% (0.21m) o] 5} &
F Ao A i 0.04%m, AEH T2l W F 4 FFg- 013
rn(FH = 0.088mm) 2 274 F] o] H7haghof| A ) ke B3] & A 3)
s AR5 e glck 98 7S5 8 T R0NEE 28 ) e
G AEE ZAH A AFBA) Y SH AN = 2AFL TFEL
Fglon, Bej(COF 242 97 039, ATd 9]0 Wl
&4 G734 1.983m(H A% 1.93m) 2 74 L 95 4 gglok 2
B FA I A= HAJRE AYEFE A - F
2+ 1940, 1.93mn 2 28 ¥ ke 2 27} 001U eh) 2 2071 8

T8 g AR

[~

0 W R EHE(A)
1H§.-'f—ﬂ](2mm)/_ b

orerss)

/ X ===} BURR(C)

Fig. 5 Display of evaluation section
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Fig. 6 Comparison of measurement value of before & after
application of revolution unit part

(a) clearance 5%

(c) clearance 20%

(d) cutting state in existing molding struchmre
Fig. 7 Comparison of cutting state of before & after application of
revolution part
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