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Attaching and Detaching Cam
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Abstract

Experimental Study on Mixed-Model Production of Stator and Rotor
using Motor Core Laminated Stamping Die Technology for
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Mixed-model production technology is a method of producing multiple products with one production process and

production line in order to reduce wasted manpower and adjust to market trends. In other words, mixed-model production is

a flexible production system that changes production volume by model according to market demand. This study has

developed a progressive laminated stamping die technology to enable flexible production of a motor core consisting of
attaching and detaching the Cam on the back of the punch so that two kinds of stator and two kinds of rotor could be

produced in one progressive die.
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Fig. 1 Interlock method of motor core laminated stamping
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Fig. 2 Cam assembly of motor core laminated stamping
die of before and after attaching Cam
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(a) Stator
Fig. 5 Blanking die of motor core laminated stamping

(b) Rotor
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Fig. 8 Uncoiler, leveller, loop control arm for producing
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Table 1 Measurement results of motor core laminated

product
Inspection items Target tolerance Result tolerance
Clamping force 8kef 8.4kef
Concentricity 0.05mm 0.008mm
Perpendicularity 0.2° 0.035°
Outer diameter 0.05mm 0.009mm
Side runout 0.05mm 0.035mm

Fig.10 Rotor product with rotating lamination technology
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Fig.11 Rotor and stator product of motor core

laminated stamping die
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Fig.12 3D measurement of rotor product
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