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A Study of Characteristic correlation go after the variable of shear process
design for Carbon Tool Steel ( I)

Gi-Ryoung Ryu' - Hyun-Cho Ro’ Jae-Son Song’ Chun-dal Park’
1.Sea-Chang Ltd, 2.Daegu Mechatronics & Material Institute

Abstract : In recent years, technology of press plastic working having made remarkable progress. We can say this because
it facilitates mass production and have superior performances in machining speed and equivalency of quality than other
processing methods. In characteristics of press plastic working, mold manufacturing according to characteristics of each
product should be preceded before processing and it has a great influence on machining speed and quality of products
and etc according to manufacturing method. Therefore, mold design technology is a critical technology in press plastic
working. There are lots of variables in press plastic working according to worked material, mold materials, conditions of
heat treatment, clearance and so on. Abrasion of mold depends on these kind of conditions and sheared surface which

is crucial for quality of product also depends on them.

In this study, we conduct research on abrasion loss of mold according to 8, 10 and 12% of clearance for thickness
of 1.0mm of worked material out of mold design variables of the products whose worked materials are high carbon steel

and carbon tool steel by a practical experiment.
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Fig. 1. The Figure of Thrust Washer and Drawing
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Fig. 5. The Comparison of Abrasion (Clearance : 8%)
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Table 1. The result of Abrasion (k2] mm?)
THA(%) Bl RS
0
8 50,000 0.00048
100,000 0.00023
0
10 50,000 0.00038
100,000 0.00028
0
12 50,000 0.00035
100,000 0.00023
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Fig. 9. The Variation of Abrasion (Thickness : 1.0)
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Fig. 10. The Figuration of shear side

Table 2. The result of Shear phenomenon (22| %)
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Fig. 11. The Ratio of shear side
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