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Abstract: The roll forming produces mass products using the continuous production process. Also we need the process
that continuous long material or goods cutting into a desired length. Our study uses 3-D driving cutter and roll forming
material as SPCC to investigate this. When we cut the material using the process of roll forming, the shear resistance is
raised at the cutting punch’s edge. The result is remained the trouble about burr and progressive deformation on the
material. This study shows the method minimizing the above trouble. The material of punch was considering heat
generated on the continuous production process. So we used the type of STD 61 for the material of punch and had the
vacuum heat treatment for the surface hardness of HRC 53. The structure of the mold is designed with forming a double
cam die at the upper punch and the both sides of central core. We conducted the experiment three times.

In the result when had to make V-groove within the angle between 105 and 110 on the punch front end, we could get
the minimum shear resistance on the punch front end. Also with the same condition we minimizes the material jams in
the continuous production process.
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Fig. 1 3D driving cutter
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Fig. 3 Shear cutting process
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Table 1 Chemical composition of SPCC (Wt %)

Matrial C Mn P S Al Fe

SPCC 0.04 0.25 0.01 | 0.005 | 0.05 bal.

Table 2 Mechanical properties of SPCC

Material Y.S(Mpa) | T.S. (Mpa)

SPCC 165 341 48

El (%)
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