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A study on the embossing Height displacement of high speed press bottom
point accordance
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Abstract: Production machines have been more important, due to quality level of vehicle motor core is getting higher.
That is why, to improve assembly fit of tooling and to be emphasized how much moving down caused of deterioration
of high speed press, it is also getting more important parts as solution of problems. To analyze how much move based
on condition of movement as tooling and high speed press, and to measure how much impact to embossing height caused
of changing movement down. As the result of investigation, in case of material thickness 0.5mm, there is highest pull and
force power when emboss height is 0.45mm. If emboss height is less than 0.45mm, pull and force power is getting lower,
if emboss height is higher than 0.45mm, it is impossible to make it forming caused of changed press movement, also it

has been piercing.
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Fig. 1 Press bottom point displacement amount measuring
method

Fig. 2 Progressive motor core strip
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Fig. 3 Progressive die embossing
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Fig. 4 Motor Core Products

3. Mgz
3.1. press StARY Hel2k D&

Z|2e] L7} Eobol wht Ak W e
WSEF A A oL, gk AR E R e s =58t
7b A, o] FUET)E AstEE @l
RS 102 o EL AgeA ARSE T
A At A Azl iste] 13491 AL
AAE 71AIE A
-G 300 2|20 % S A gte] FakE
&3 AdEjollA] e éE% 100, 200, 300spm
cA o2 Agste] APe HAIg A7 Fig. 5
o vephdll At o] x7)oll= shabdle] X7k
(+) Bl A2kl om, AA8] (ke s 2
2859tk o] F 100spmFE-ol A E ZH 9] &AL
A 7L 00l TR B A WS %8
o1}, 200spmell A= 0.05mme] 3ol A FE] Hx}
O¥Fez F7ksksler, 300spmel A= 0.1mmell
AEE AAF (e R F7kete] 0.15mme] SHA
7 wgheke] WA Zlo 2 UERdTh EE 2y
/\_o,] A=

ot
B

mim

tlo 1

4

5 300spmO2 AR AL E S}
Aol g1x)= bk AwE en] walels go
= et ol Zellse] && F7le] @ T

2l #A| ol elste] sbie] (gFez W
she Ao ALRE, of= Qlste] IR Ao
olol® Feg WAL Aoz AmHh

Table 1 Embossing height and clamping force

17 =o](mm)
. 0.35 0.40 0.45 0.48
AFEE | 00 (80%) (90%) (96%)
A2 (kgh
1 0.5 1.0 1.5 0
2 0 1.5 1.5 2.0
3 0 1.0 2.0 0
4 0.5 1.5 1.0 0
5 0.5 1.0 2.5 1.0
6 0 1.5 2.0 0.5
7 0 1.0 2.0 1.0
8 1.5 1.0 2.0 1.0
9 0 1.5 1.5 1.0
10 0.5 2.0 2.0 1.5
11 0 1.0 1.5 2.0
12 0 2.0 1.0 0
13 0 1.5 1.5 1.0
14 0 1.0 2.0 1.0
15 1.5 1.5 2.5 0.5
16 0 1.0 2.0 1.0
17 0 2.0 2.0 1.0
18 1.0 1.0 1.5 1.5
19 1.5 1.0 2.0 1.0
20 1 1.5 2.0 1.0
Bt 043 1.33 1.80 0.90
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Fig. 5 Bottom point according to the press speed changing
amount
32 A=Y Eolet mE|zojo| MHY B
ABA EZo|Z W3lA|F|HA AFL A3 A}

0.5mm F72] A ol A= 96%2] 0.48mm2] KA
S AAlshE ZeE2 7)A1Y sAPY wiske) A
Ql AN, Al o] G gHA] Fof 2Jste] R

O‘OT OJFAA Fsfar v]ode] WAYshH= Ao



oy
y

N

i)
ok

olET

A4 Fig. 60 YR A} o] A5 T
70%81 0.35mme] =ol& IR A3 A} A AP o]
At 043kgfZ LEFEOH, 80%2) 0.40mm= QK.
Jet gl it AAgo] 1.33kefE YERL
S 90%<! 045mmE QHEAIS Ayt Hit A 2E
o] 1.8kgfZ YEFEO M, 96%8] 048mm=E S B A S
A3} 0.9kefZ 1 ZH A

—=— Embossing height : 0.35mm
—e— Embossing height : 0.40mm
—4&— Embossing height : 0.45mm

26 —v— Embossing height : 0.48mm

24
22
20

16
14
12
1.0
08
06
04
0.2
0.0

Clamping force(kgf)

0 2 4 6 8 10 12 14 16 18 20
Product number

Fig. 6 Clamping force of the embossing height
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Table 2 Clamping force of the bottom point displacement

A= FRA FEol(mm)

(kgb) 0.35 0.40 045 0.48
0 11 : . 4
0.5 4 : . 2
1.0 2 10 2 10
15 3 7 6 2
2.0 . 3 10 2
25 . . 2

—=— Embossing height: 0.35mm
—e— Embossing height: 0.40mm
—&— Embossing height: 0.45mm
" —w— Embossing height: 0.48mm

Quantity of product(EA)

00 02 04 06 08 10 12 14 1.6 1.8 20 22 24 26
Clamping force(kgf)
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g. 7 Clamping force of the bottom point displacement
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