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A study on torsion correction of corner fixing bracket
for large display frame

Byung-Joo Kim' - Jae-Woong Yun'

Department of Mold & Die Engineering, kongju National University]’*
(Received October 04, 2018 / Revised November 22, 2018 / Accepted December 01, 2018)

Abstract: In this paper, the method of improving the flatness and perpendicularity for a comer fixing bracket of the large
display frame is studied through experiments. Three specimens were tested, one specimen not subjected to bending line
before bending, and two specimens with a straight groove with 0.2 mm and 0.5 mm depth. Experimental results show
that the flatness of bracket becomes worse with deeper depth. When there is no straight groove, the perpendicularity
becomes worse. For the flatness correction, a restriking process was added. The twist of bracket was corrected by
performing the restriking with a curvature larger than the twist amount in the direction opposite to the deformed direction.
We also found that the perpendicularity is maintained regardless of the amount of curvature with the restriking process.

Key Words: Correction, Flatness, Right angle, V-bending

.M E

TV t2aZgo] Agle] 582 usba, e o
3l FAolth AFZRAIFE HS vl 20181
65inch o] 22 TV Fwj#ko] 1,615%12,000 th=,
2017980} 41% 71 Aow st o

A= gE TVE JAXE 50 inch & ©]A
At Alo]=2 Ae] &9kow, 60 inch thE dol 70
inch o) =& TVE o7} WE2A A7k 9
th o]x ¥ TV taZeols me £22 3y
A

AT s Tve FE olFa e =g
(Frame) EFY} TVE 71E €3 HAkR] o t
AFEEo] AR AL Qo] Lo R HlE »F
A} o whel F29) FaAde] o FUkskaL 9o

¢

° 1y
O o

ot [
il
[0

[
N
=
&
=
aj
ofh,
o
2
&

t mAAR: groehn 95}
E-mail: yunjw@kongju.ac.

W, 1 F T ZHAE dZsh=
(Bracket)©] F&t=o} 2 7bo] F oA o] i ¥aL
AT} 148 inch 2N TV 4§
HEHo] HAE uf, AAA 02 % 20mm7}t 1A
Al #rt

A= HEE TAE
R, Ay W)

G
oz 7B Ao

z
k)
X
=
S
U
Lo

AR w2 HEYol
24 el B4 523

WRAEE o33 u7)7}
A7) TP, WlRo] HAL Bolo] FAL Fushs



oY
0F
ol

3z W) s
o AT,

LT A oy

3] H

L on

Lo o

=
Jm
ox,
o,
N
P
oft
QL
2
v}
o
i
)
o
&
[~
b 2
o,

[e)

off
QL
2
i
ot
i
oy |>
ot [l

il
fill
=
[t
il
)
o
_0|L
=
Jo
rot
fo
o
>
o

AR
(& oo gt 1o
EL

ol

of 12

i

iy
ozg 22

ot
-0,
%
3R
o
)

o fT ¥ 2 o

o,

)

oz

[

=

o o

_!m

Ko
S L2

=)

x

fru

4

o

ajd

oft

Fi

2 o

of
ol
oy
ofl
=,
2
oo
of
ol

o
=
Y
ol
o
fr Jo
o
fo
[N
)
£
o
fr
o
olN
_orﬂ
3R
2

[
=)
UO
=
r2
iih)
Iz
o s
2
o
z 1o
L

-0,
rol
o
ot oft
:%
M o
e 3Lt o it

in Q9
M
o]
1o
(g H1
ook
tlo
T
o,
ol
ol
9
o
)
H
o
o,
r2 L of

Epgoln. A2 £ HHE 43|
o] Y=ol & 3mm, Z°] 65 mm 9 FFHLE F
7hshdck gk Al RA gl ¢hE=(Round)
& Aot S askslnh

AFo] AL FAs B8] 9t EGIA
(Electro Galvanized Iron:¥7] o} =T3S e
ston, iE Tve] FAE A HA A% Wy
< W] Y8 FAE 1.6 mm & AT

7735 18
T

- -
=] |

138

301

Fig. 1 Product drawing

22. =8 HAl
B AES el 93 8 3 S F

2307 Fekon Fig 29} o] Opl0 58 Al
vl g 7712|A]H(Semi-Progressive) 7 o], Wiy
(Bending)A| ~EHAE Eo]|3, A% TS 9
3lo] g 2}¢l(Bending Line)S w} U=} A3
S 0.5 mm A8 shlaL, Jols @2 F-9lol A
¥|(Chamfer)E 0.1 mm %]-8-3}] HE A Ao =A
2 2 Al AlFo] F Tl A7)l golstEE
ST AlFe] HE SV EWATFEl o5t
of o] AatE s AAEAT

0p20 =3 WAl sHAJo €]
A% @47 ~3gA=E g |
ato] V-ald(V-Bending) = 3& a3l om, tho
o JF+ A L A5 FA9 oF 8 v T} H=
BmmE A-83k3 1L, AA]e] ®Ajg] “R" o] glo] A
wol AEEolof st tololl= Azl o5k
Aoz WA E= A7]]1 RLemm7b #5224

Askitt

(@ Semi-Progressive
Fig. 2 Die design drawings

(o) V-Bending

23. 3D=2Ea U 7=

Cimatron EI2E A}838te] BAE glxaAge]d]
(Restriking) =9} tho]e] ZulKolli= Z}7} 0.5mm,
0.7mm, lmm &5 A8l Ry 33tk

AFE e T JEFS FAhsoR 3] 93
o thole] vzh 9ol “R” Fhe Ao

H FAR]
1.6mm © thate] <k 4u) A=) R 6mmE 4834

_32_



Fig. 3 Restriking punch and die applying 1mm curvature
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Table 1 Op10 Flatness according to marking punch depth

Marking depth(mm) flatness(mm)
0.5 1.15
0.2 0.7
0 0.25

flatnass (mm)
=
=

(1] oz LE]
Marking deptni{mm)
Fig. 6 Op10 Consideration of strain
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Table 2 Op20 Flatness and right angle after V-bending

dIe\gilrll(qr.xrﬁ) flatness (mm) Riglzt BA)ngle
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Fig. 10 Products after calibration

Table 3 Flatness and right angle after correction

Restriking-Punch Curvature flatness Right Angle
Application amount (mm) (mm) (D)
0.5 0.35 90
0.7 0.2 90
1 0.05 90

rflatnees {mm)

L ar a8

Restriking—Punch Curveture
Application amount {mm}

Fig. 11 Fatness Correction Experiment
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