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Abstract
Project Title : Social 002/2557
Project Credits : The Study Trimming Process of High Strength Steel
SPFCA440 steel.
Prepared By : Mr. pongsakorn' Leetrakul, Mr. Wichai Pumchan

Cutting edge of the trimming process is particularly important in the production
of sheet metal. Generally, the trimming process with high strength steel SPFC440 has
narrow shear surface and large burr on cutting edge of work piece. The objective of this
research is to study the effect of punch angle to quality of workpiece. The materials
used in experiments high strength steel grad SPFC440 with thickness 1 mm. The punch
and die were made from tool steel grad JIS SKD11. Tool clearance betwean punch and
die has far levels 2%,5% and 8% of the work piece thickness. The punch angles 90°,
45° and 30° were used for finding an appropriate condition in this research. The
experiment in trimming process that the punch angle can contribute to increase shear
surface and decreasing burr on cutting edee of work piece. The parameters of the
experiment with punch aneles 30° Tool (clearance bet wean punch and die has far
levels 5% of the work piece. thickness an ‘appropriate condition in this research.

However, using-cutting tools shaped horn will result in faster wear.

Keywords: Trimming Process, Cutting Edge, High Strength Steel
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wsdluuTERU Fr, wae Fy vlidausadsamuuufinsudnaesiuduazaneiiu fie uF, waz
UF L @UNTEMSUAIUINIATILSS F ﬁé’faqmﬂﬁﬂumiﬁmﬁamzi“a@ﬁmmi%iﬁﬁmﬁqﬁ@
Wutuazaefidnuazidou tude lufinsBoswesnudou funmil 2.8

WS LUNISANEINITOM LA INANATS
Fg = TLt (TAw), dmsunudngunsdla o (2.1)
Fo = TTUdt (TAU)., dmivnudngunay (2.2)

Fg = wsafigsnsldlunissin @as)

= ANUAUMUEIUYEYIAR (Tar/m15eliadiuns)
ANUENTBEAR (UaRu/m3eliadiuns)

= YUAFUNUAUINATITUY (adiunT)

= ALYV INRAY (Hadiins)

- O  ~
I

U UT

=
LTI
ANV Tanzun (o)

A .,

LSRN

4

H9AY VUAFDIANAIAA (Clearance)

AN 2.8 LARSWHUYILAZA T8 LU ULIRUNAR[3]
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2.8 INSNAVDIYDIINAUANTNNADIUIIU

HANILANAINNITAINUAYDIIN9TEUINAUARTUSNYUEAIS 9 (Effects  of  Cutting
Clearance) T¢8¥9049195e M1 10N UTUAEMENMINEANAINITANIINANINTBEARVR WU LG
il

2.8.1 nIUNTTYZIRITIANAALRNIZEN (Optimum Cutting Clearance)

ﬂ%’ﬂam_\
NN —xyg
. AUV
soufn ——*
(Ce J
' &
AU 1A N

%

dl U a ¥ 1 1 U dl
AN 2.9 LLﬂ(ﬂ\‘iﬁﬂ‘ls‘mg‘lmﬂ’m?mﬂﬂﬂﬂ‘diz&]%ﬁ@ﬂ?’]ﬂﬂmﬁ]mﬂL‘Vill’]%ﬁll[4]

g 2.9 Wudunurderrsilsainaninmsiaivanzeay mnanngluduney
LLiﬂ“UENﬂ’]iLiJgEJug‘U (Plastic Deformation) sswiTapunaziRnualfsy (Edge Radius) Jud
YOUVDITUIY 5008 A (Sheat | Surface) Fudunualdunseldnvasiinsiy inananizdaly
Funeuil 2 NsnAAN (Penetration) AIINF1Ivesse8ERTvEvLINUSEINA 1 o 3 Y89A
umi’a@LLazé’mdauﬁumﬁaaaﬂmmLﬁmnﬂﬂﬁﬁ%mmiﬁm’lu%umauﬁ 3 auiudnuz09508sn
W30N152NU0 (Fracture Surface)

2.8.2 nsnlvasszazdesdnenuanunniuly (Excessive Cutting Clearance)
waiiinanmsldtesispudasewnsutuazaesnniAuly annssieuiisuan
nsldszerdesinmiipssndisiudiagaeliunilaasifiseiinisdntanlédy wafildan
UfiAsenadnlundtusnigmilaunssuziimnndinmssia geulAuiutunuarng oy sesdnay

wausazlidsuiseualiateian v DusesIusy a1 2.10
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ATUTane—
N

IRIRNNG —
. AMUNU
TOUAA : | l
N
S GTGET /S

AN 2.10 LEANSANEULTUNUINNNTITYBIIANARANNLAULU[4]

2.8.3 nsalfiszezdesinenndniiag (Insufficient Cutting Clearance)
NATLANINYDIINAUAN FENINNUTRAE e a8 U @n1nvsdsadin aziisaaningkil
ALNLANDLALDNNATULINNDY 2 WIS AININA 2.11

e AU Tavy

—— SDURNVIA

ATTUHU

| DGR TD U

N REu it

£7

AN 2,11 HEPIaNEIETUNUINNS I SEa I TesnulU[4]

desiinynilgedtananulisenitsiuduaaieg WueUassasenisanuiavesian
dunntuyhbifaddusndlunsdnitdofaguesusngeandwof fageounnuingnteantuull
ussavituhlivesdnme sTanltanysaifntuduuisdiunitu-dsnaiidsnsdogfiiudandu
awgliiAnsosdnmnaiiasiiunafnenssidesfiatudsetintuny

2.8.4 Fwnistuduasangitiosgudnu
MnAunsvesiuTiazaeid agudsuias fuagyiliiuduagaoagldsuuslal
wihfuynaa ilisesdnvesdunuddnvaslimioutunndu Ao dunieafidnuvasuuy
eriutuanuildannistnundesineudadesiiuly daudndunieasiisludnuuens
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nunszezderittaudnuniuly Feagdwarliorgnisldnuvesiuduazaeduasuandy
MuatlenNaUTaveLATaNInTLayas umiiuidn Tunsisdawifiuidndeanunsansivaesy
wukazunluiumiinsgesrudlaseninamisldnu

aTulany

AT

sy Tfau _/

a o Iy A a ° 1 YA o & &
AINN 2.12 LLa@\‘iaﬂﬂm%%uqqu‘ﬂlﬂﬂﬂqﬂC‘l']LL‘VTu\‘]GU@Q‘WU?jLLaSWqEJV]LU@QQUEJﬂU[a]

2.9 n33U/N9AUTU (Heat Treatments)[5]
29.1 miﬂgULL“fN (Hardening)

miawumé”ﬂﬁuﬁwﬁwmaLﬁaﬂ%’uﬂimmamﬂ’aﬁummﬁﬂﬁwmmmémm 401
LU mﬁmsﬂsau (Forging) mssuuiﬂwu (Cold ro ng) msdeu (We lding) 1Tusu Fadnd
siutumeudand ssiinuaudRlifivatsussns GN‘LI‘L!L‘WE]L‘U‘LmﬂiUiUUiQIﬂNﬁi’NﬂWIu%m
wmanuaziilelvldnniauTanmde s Ssldiinsiaminssuisnseuyuivan dailsoaziden
futeludl Wunsevyumnsdouitesas mslimsnaendsmseuguiauudafindy ienu
sonnsidsndlurgldiny msyuududuitiaeliassasisweunanan g umnsimuley
(Martensite) w3atuulisi (Benite) Tuedenmnuudsapiiedisdosns nsfiaesilsldeni
wBeganevdanseuuiiu TosrUssneuiidifnesiion 3 Ussns fe

1. ASuamsvey

2. gawngineunsyy

3. dRsnsLausn

TneAsnasyuidedy agvhnistiaandoufvmdnasatuiu unseisdgunad
Usran 800 — 900 sATALdad sufuslinuenuan lneunaudhgmngiluniseuyuazgeniy
U Ac3 Uszanal 30— 50 gsenaaifea d1m3uinan Hypereutectoid Steel Lilpauimanld
gaunniififesnsudn 29 Uaasmhmammumﬂmmmmwwuwawm’m Ao Uszua 1

v
a

SU'JIMQ fDANUNUN 1 ‘LJ’J L‘WEJI%EJ‘UI’%]’N %UQWUNQWﬂQZ‘ALV]’]ﬂU‘VI'JVNGUUQﬁu ﬁﬂﬂuuml‘dﬁgﬂu

%

fna1de (Quenching  Media) 1@ 41 1413y viseenna Lilelilannuudanazlaseaseiis

a

sosnsintuldau Tumdniesesiie viswin Aauudganazlidliunainniseuruifisanss
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Feudesannillassaieeamuluviindeds (Retained Austentie) ivnaglulassadng daazvin
TaaaauiBimesiuauminannssainmsevguiingnin wsfeshurhniseuyudnads
vioiFund1 nseuAus (Tempering) iteWildA1AuuTs A uazanauiBnisnadu 4
fls1dpanis

2.9.2 m3guudamnannduialu 2 35

nsguudeietuay uagmaguRauds msguudeituey aunsailédlnenisgu
Togmsdluansgu Faldud 1 dunde thidfu Aglulasiau vieena Tuegfuriavonndnndn
fu 9 madenansyy fiansananaruseulunsdud veunannd vaguadlumsyuiesgs
fmam’]Laumfmqmﬁuaamaﬂ%umuu 7 ilelildlassadanfmulesuonaniuaisddsdinis
Aozl mawsninderaistutuiunulusmgsuie dadedinarilildanuinuesiouds
dnsunisguiauds dwsumsgeindalunmaguuddunudielitumuianuudianizio
Tngu3naununat Siasnmuviiornd Susufitunisguazvudensidenduazaiusoiunss
nndaiRt ALty venndRafidunsyuudidiamsadestunisuaninainaudlad ns
yuiudauuaiylsts msyuiuduvanslululpsdae msguiudauululagis mendsyu
wis FowvhmsmsaaeunaaIm Fusuyuuds Wud madeeendnduiiin naidesyu nisingh
nseeda MvadvestuIIngULdy dun nMsiAneenBinduiiin n1ndesusania wayinen
araudefifndudiae

2.9.3 MseugUANSaumanndAFesila (Heat Treatments)

mssuyuiignieantndnimamsidulnane il wddgmindesgnisltaures
Judrueieddiofivhanmantduaiasila RarsmamndiusmAouguLdaarinniinime
WANLAYNIINAIRLAZLINZIINAR DIENAINITEUZUANIAILANS 1 IRauN s ursoldaula
Tusgornardminalsiiunisgadofiinadessuunisnd suar auiensUssudaly
yurumsnanilubehwan Bedudsgmaillausandnviinnamasesioldiodosdsanmng
Useina T1AmANNAIArgILazeIeRe I NATE NN sUsEIataRnna RN aInTeUYUaL
Anldvidlurngin seiwanwszeaeitiliivindud wirnduniosdearliiiniaundas
é’quuﬁalﬂﬁﬁmmmLLmﬂsi’Nideqmmﬁﬁﬂamﬂiuquﬁuiﬂ (Large  Temperature
Gradient) Tag38mawwiudhy 1 (PreiHeating) leilnlenaligamgiifinadulanatsusudla
\inlndfignnoutiingumgiilvigsauiadisisesns resvanidesluliguvnfiigaiuais (Over
Heating) fie Uaymnisiineendiadunargaideaisusudilnginanndiaioseasyinnsm
melunfiauauussenia negtununinndtaiosdiodulnnjaziunisnds mslanisen
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wiozauldvualndifssiuaninnsldinunds mainsendinduasilimunnaiaedeuls
wazgydeuTnamivouiinduiymlusunnuudmdsyunds dmdunisygu (Quenching
Media) ansnsaidenldldnudnvaznsifusifidesnisveanan deildaudiin tunde disng
thifu oAl uarauith mevdamyuaglivdesvindniBusauiagungivessdesiuh
wdniduaeuiudinienatssiiud edestuldliiAanisuaniswisawnainnisiia
AIULATEATENINNNITOUYY E‘JQLi‘Jumﬁﬂﬂﬁ'}wamms‘uaugjqé’mmsmﬂﬂ'ml,mﬂ%fnﬁumzﬁwmssqu
axilinn nseuranefaziinavnliauuisanadnnumisiaritulumanndadesionan
qqawéfaqﬁwmiauﬁuﬁmmaﬂ%’j@ Tuta7in Secondary Hardening wagluunensdazdiosi
Stabilisation 3 Sub — Zero Treatment WWerdnnseanUSinamssosawmuluriviodis Fad
warensWABUYLIA (Dimension Change) AMEm&ansyy dauaaslunind 2.13

CONVESDENAL | Quinohin
AND SEUELH NG

LSRN

- ¥

TFANSTORMAT O Sl b1
-t s &
—eape f = o

L MARTENS I TE

AW 213 LANINIEUUAYI SR uWENNGAweSaile (Heat treatments) [5]

2.9.4 miyusdunanndasasiioninauliu (Cold work tool steels)

winnduadetilavnsiubulistioandy, s0an Ae nduruudafiethiu ngueu
wisshwenme waznguiinaulasifvsidayaisveugsiuneulunsguudaniniafosiie a¢d
Snwaruardunoumiloutuasifinnsnsiutraanzgang Austenitizing Ssazgaanizlu
nsdlfifisnauaganituamn iy uarnisguetnensshlasnisyutn Wetunuiianumu
wievaln TulsnIzdesin1saunae (Stressrelief  Annealing) aewndsnisiinuaifius
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rouflagvinisougunds deanasifiunisni Austenitizing saziiududu q wWuieaty Fu
Saudmsunguliteuiigumgfl 400 ssmwaiea lunsdiinuyuuisdaududounionuius
faffusnn Suiides Ao nswwdsusnsadinds figamgd 650 ssmuwadoa wasnFoud ads
7l 2 gaumadl 850 ssrwaloa dmiumaniifldrunangsdunanisiauanUunaan1sm
wisuiansd 2 lidudu aunsfivgungildufouniyuuds ndenUdesligungd
nefusuenuarlananuiuiuny wdinhesnimsguludtunienhdeeine dudu
n3dlvin Martempering %38 Austempering 9zquaslusiuindenasyazaneiigamail 500-550
osaidua felilunanfiudsunuadasadisduganmuanuieints Juilasdesordounund
TTT weamdn wiedmun seezaiazgungiilignies ndeiivasslindnifuiiasaud
gamgiusEINal 150 — 180 eerLwalfeann  n3dlvesn1syy mdnazgninlusududai
gumgiuszanal 200 ssmwaldua (1 dalassaniiumun 20 fadiums) muaaudaaved
fioanns Fanandlunmii 2.14

Ml 2.14 “hananisyuudanannanasesiierianuiy (Cold work tool steels) [5]

2.9.5. 15312511391 Hardening

1. wAnkR A g isHinn 800~ 900 ssmueaLiea (Tufuviin
YDINAN)

2. 61 C>0.8 Woslud Wldoumgliaeidu A3 Uszaa 50 - 75 831
\waLgya
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3. f1 C<0.8 Wasidud ildgaumgliaeidu Al Useuna 50 - 75 aarwaidus
wirtudlowdnaneidy soamuludt wigumgilissanas 1 wuRms arumun 25 fadiums
wvenansiliiulaeids drenisduluth (Water Quench) wielutisfu (Oil Quench)asd
Antu soauwmluiudsundudueslsiuaniislavlivi uililassadaiidauudege Fon
undniled fauandlunind 2.15

Temperature °C

Liquid
B Austenite /

3
L
Jo,
A Acl

\

Ferrite

Ferrite + Pearlite Pearlite + Cementite

0.02 0.3 2.0 Carbon Content %

AR 2.15 N5INBEAINSITIBTA3YIINISYULTS (Hardening) [5]

2.9.6 9ATINITHILAZYINIATMNAN
Y o 3 2 o @ a < °
2.9.6:1 893N L nnantiseulunsau o dunn aumngilvewndnazen
nuaniisadniien (@ain) ngnuiusunisusgudentagidammuiuisingu
2.9.6.2 8951 TRIGUSIRUaNLI T Tion g infends lnenuinmanasd

Y

DANATNFNNUNING BUSUALIINLUIEVINY T lianlagn319m5In 51T NNZAUTUIY

9 Y

filgualidudauupsiiiinaipsueutunalseansnana et A ilnsussqmany
luiivUnnquilnTaneuuIIRLEIm

2.9.6:3 dasaniswigann Lidosden Wisnzguugfiszvitaiafiulanans
fefuann GeorayiidEndaleiouwnnitild Fsanndesaniuisvesgamgiilasussy
wianbiluiulnaquiindndauussyidnangui

2.9.6.4 Hewlonaan s usaiigaindnsinsdusiings

2.9.65 Tamsduiniiiasluiesgumginisiasuuiasin Austenite T
\fu Martensite (Usvanas 200 - 400 aarniwaidea) iedestuliilfiAnanuedonneluaumin

AN5UAID NTBWANSIT LEeVe e
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2.9.6.6 %Jaqmmﬁm%’umwuLL%qﬁiﬁé’fﬁ’uﬁ’ﬂU Taud 1 dunde, theng, 1nde
a¥any WAzeINIA

2.9.6.7 mstemenuiauiivesvanduledleduiauiandnsou uiady 3
dnvarveavarndudatuuviandnfouaznaneiduloviumanliludnuagilduuns 9 msdewm
Arufoutnaiatn uiareglusvesdu «

2.9.6.8 Wduu1  fvuoduaneen veamaduiatuuviandn szifonuas
naneiiule fdnwasmiloumniu tuliasnaduargenn

2.9.6.9 $n31MsHuRIgIas wmssuisndniuiosas veunariioamgliana
Mnigaionanusou Jedemeenlulpgnsnsevenfissedafsrdninmaiuiazanas
dsefivesmarfuuiavnilgumgliviiu fauandlunini 2.16

’—Dun.‘mun rmn'nc-l —MSINEGL — msaudd aulud—msiugy nsau
S aund

qruagiguirta
msttgubnn a
30 30w UL,
|5 |nhonoy  nEoasByal =850’
< - . -
z BuEaEn Tuna
a | P! . d; 4
& | | s0o=s80% nmswnoudun 2
30 nfivuw. |
| o
hf u.
I UL
| 1T, /20 UL
1 ‘ alili]
1
frungiiAgo N . \Y 4 BV

= e

2NN 2.16 WENDHIINTHILALYIIAAALZEALI[6]

2.9.7 Tempering (ANTaUALA)
nsauiiielindninuastimngunisldau aparueion iuaumiean
Arueas Tnquisaidvosnseuieliauiidemnmadidiunisyugemanauaieaty
melufsruudafndudtinn aaismies Buctitity) shlfdsendnguududiFafoniin
8 Tempering AoutlUlgeiuasy



2.9.8 N35UITN15911 tempering Ansraluil

2.9.8.1 YnndniunsgusaRle gamniuszanas 200 — 400 83
ALt d

2.9.8.2 wihwmdnfalilumn 1-3 Tl
2.9.8.3 1919903101 Yassliduluainiasssusi asnansluning 2.19

— Transformation of retained austenite
~
o ,‘\w d Formation Fe,C
- . r i .‘
$ Formation of >0 from carbide
- carbide Fe, ,C RS
# =
=
= Growth of ke,C
Particles '
Y
w0d 700 100 400 00 600

Tempering temperature (°C)

2NN 2.17 LandAIALBTUAs UMY S IN1TRUALA[6]

2.9.9 M51U121U899INN150UALAT (Tempered Brittleness)
2.9.9.1 N1SBUANANIEIIENURAMUARUVLEATY kAT E 300-500
psrwaded sliininududR muusanssuvn (Impact Strencth) anas
@ £ s a © Y
2.9.9.2 wmanneAIsUaUILAANIUIIZG MY
2:9:9.3 mannaweal (astanizy Mn}.Cr waz Mo) azdsanginian

2.9:9.4 A WMAIN HanSaNEENvaIAISUBNSLUATIINRIN Martensite %38 971

N3N Martensite GangInsuaNIALY aaumgissnaty aslilaaitseiignlutiadl

19
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2.10 n35UI5N13AALRBU (Conventional Blanking Process)
2.10.1 %#anN159999UAn (Blanking Mechanism)

msdinlanglaenslaiiug (Punch) wagane (Die) Ty wiuFunuIzgnindioa
Fransdiufie audavesiuddaduaudadiuly (nner Cutting Edge) wazaudnuainiedaduny
finsuen (Outer Cutter Edge) sagyimsnalanzauiidananduiganitnuudasigean
935U (Ultimate Strength) ﬁﬂiﬁlﬁgﬂ%ﬂqmad%uqmﬂuiﬂmmmmgﬂsﬁwaqmsJ lagUni
syminwauALAnsuluLarIoUANARFIULBNAEYeIINaan 9 138N 1AABLSUD (Clearance)
Faagilflanznneenaindu fnnil 2.18

— Ao o o«
=2, (VPR

AR 2,18 uarsidudantuan (Stripping Plate) [7]

2.11 N5AATILRNISAN

Tunseatans iy usIAllANutLazagfieldluntsfnlansi30n1 usadou (Shear
Force) ussiaviivianuiusarogasedmiulaedvosinegiunaitssninaussiaaes fuans
Tunnil 2.19 Weduswuansyyaelansazyilmiinaansidudou (Shear Streess) dnlusang
fnslvuinunnnedr vinliaa AL euNannI AL deuvedlany lavenavainean
1NNU
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:.:t MU IUNGNNA b ’ y e 1
\ L FunuLsinan1iag
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AR 2.19 wansguiuuYeInsinlansvesiudLazag(7]

2.12 AdefiieadesiuniRusa

K. Mori, Y. Abe, Y: Kidoma, P. Kadarno [8] lafinwaeginenudnserinanudiasaielu
NIEUIUNTAAMANNAIANUTILTIE LﬁaﬁwmLLazU%’UﬁJqq@mmwmaq%umu TagAnualian
SAlvavaUARLANSNIUAR A1 R=0 mm, R=0.13 'mm wag R=0.33 mm ’"J’aﬁgﬁmaaqﬁmﬁ@
WANNA1ANLTINTIGIUNTA JSCTBOY, JSCIBDY Law JSCL180Y Tamyimiefiewnanna SKD11
YaniutAowannal SKH51 ivwe & 10 mm #aun1stadoui6de TIAIN Fo9319ausniian
0.8%t warANLElUNISTER 0:03 mm/s GeranIsunaeUINSlvaUfn R=0.13 mm &

Usgangnmlunissinmige

Rajiv Shivpuris Siddarth-Singh, Kuldeep Agarwal, ChunvLiu [9] laAnwin1sdnnseves
fudlunisdndunuiidesmsaanniissnssng Yandduaaesdumsnndiauudusegs
uWANEaiY 4 1nsa A HSLA350, /DP600, 1.Dp7801 liay TRIPTS0 Fensdnvsevesusifiniily
ymdrdglunszuiunsamnannanAI Ll wsdg Fadudesndudedinimageuuas
Wisuilsunatuuuusiasadeiaan tneduusaneg fldlunisneaesingu Yesinsaude

giinaiuduazAEia1 0.005 mm, @ vewiud 3.175 mm, Yagiliviniudio M2 Taremm
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W3 62 HRCAUWWIUEITUIU 1 mm HAIINNITNARBINUTINSENTTevesiutuasnalnnig
LANIINTTAMEDUTANMUFUNUTRE19UINABNI VR UL UAIDILTIRALASNAINU UATUNVDS
TugNANnIaNTUIINAAINNEIYBIAT ULNATY

Hyunwoo So, Dennis Famann, Hartmut Hoffmanna, Roland Golle, Mirko Schaper

o -

[10] leAn®INTEUIUNISTUAAMANNAIUSOUNEL 22MNB5 91nNN52UUN1SUNTUSUSoU NTeu

Y

[ o

nanlugmannssueueud Jelun1stugianniauuiusegeasyiliudfinidauazianzgd

9

nsAnnseegaTiniuaaildanslunsgeuudfiniiisings anagomnevesnuitedienis
fimunnszuumsdnmanndenuudalssgeiivssndauaziisaengmslinuveaniesdle se
nsFamAnnATluToUNAL 22MnB5 ATV 1.7 mm. YNnsAnsamameufatuuLay
nsdnvsevessiinnt Tnon1svaaestufndusmiuuuousasgumnd 400-700 °C fwtusli
Yovinanusinglen 5%t, 10%:t, 15%t, 20%t Wag 25%t A1ailuntsdn 60 mm/s JawaaInnis

VABBIENN308n1gNT1 T IUBE IINUN Uazaaustlunisinala

Soumya Subramonian, Taylan Altan, Bogdan Ciocirlan, Craig Campbell [11]

o o A

dovinnudnszrinsiutisseadudud sy ilinaresguesuifiuiuas annmunsduny
Tunsdinlanzunu nisidenartorinsauipiiuainganasinsoannisanusovesufinviasld na
nsfnwiuanslifiuiinsudstwasiaguazamumuivestavzusud Sutunuilsusmss
naw uazliifmssnasagwoialulusugnamngsy nuideatuillddneanansynuveauifias
Tun9tusUTusuiidsysrmanaisiu Taeni siaseidaeseideulnludiofiuug DEFORM
2D/3D Taquaapifelnannan AISHO10, SS301 -uaz C5110 - Fanlunisiiuduazaieie

WIANNALATDID AISI D2 A UAMTDIINANFALANAINTUAD 5% 04-20%

O'mer Necati Cora, Muammer Koc {12] @EN¥IaNwML189n158N15991nN15650N 0

[ o 1

Fanviwdiusinuansaaie dansunisUeiusdininndanuedwssgs 1nsa DP600  Wildlu

q

o w

anamMNT I UEUA Jeudiutaclassasadesditiviniul géntlsfinuniidesiinlunistugy

4 =

waziiin Spring Back 1has LHgeNnfiRILAAAI1NLTS WagAn Work hardening 11nTu A9tung

G

' v
6 A

dWonliianyulfiuinazu MmswndeUrv nsldatiasdu eannsannsedmiunmsduugy

1%
a v A=

WANNEIALLDIILIIES AT
WLUNUN 7 wHaA® (AISID2, Vanadisd, Vancron40, K340ISODUR, Caldie, Carmo, 0050A) 11

[

npUsrasAivefnyinaziUSouiisunanisanrseanian
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Y v o

nsnageunsanuseiuianuinnanuudusegs nanisveaesaguladntanyiudfindusiay

9

[ '
= IS

yiladauaunsalunisiununsdnusaiandneiu uagiiuseansamguilenIeuiieuiiv

WANNALATDIID5TIUAN

Gang Fang, Pan Zeng, Lulian Lou [13] lavinn1sAnundnsnatesinaudnszninewud
uazaeTidmasriontgnsldnuveausifinsisn Fsazshnsfunanimaasslusvesusadin A
Fewmsauazamnmuessesdatuau ndldlusunsumedulnludiodiuuddassnisvham Tu
miwmaaaﬁmumﬁmi’a@%ummﬁu Aluminum  Alloy 2040 A1UWUT 1 1Y, YUIALEUNIY
AUGNANYDIAY 20 mm. LALANUAYUIAYBINUY diellarsyeysineszninemuda 0, 0.05,
0.1, 0.15 uaz 0.2 mm. w3e 0%, 5%, 10%, 15% uaz 20% ANEWU HANITNAABILTE
Wivuiisuusindiszozvinsaudnainazlirusedniiian uazfiszorvinsnudatosazliause
fngafian ArveuswinaySupsTiilartesinsendntiedl 20% veseuvuituaiy Tuduves
Furudnuazressesdndeuiitunuanindy 4 dnwai Aeduldswu (Die Roll) dawnisd
\deu (Shear Zone) dumsuan (Fracture) wavdrwuesn1siinasu (Burr High) a9nn1snaaesd
sviuvestasinnusini 5 sedu asuliinssesvinsnusindarednunzvossendadoutuny
fio nedifiszorvevinaudnunduuaziin deuldsuu dauntsuin uasineiugs usazifn

AUNSAnAaULDY

S.KMaiti dazanly [14] YImsEARINGANIINAITAATUIUNTANUUITRE Y (0.1-1.0
111.) TaeldlusunsululudiaAud 3188907159091 URAS L AUNAN15NARDY TUN1SNAaaIlay

BIN1SANYIBNEWAVBITOIINIANFATENITINUTHALAE LIILALANIY ANUNUITUIIU VUIA

v
a [y

FUNU Uagdnuagslanivestuny VDA ANYINAVDIAN WAL VDITDUHATUIY LAZLIIAA LAY
ArUATTUN1TNAEBINIH IAAIRAUNTUGIL T mm. SLELYaNEn 0, 10 way 20% VYa9AINY
NUNTUIY ANFUUTEANSAIUASANTY 0.15 FUNUDUMANARIAISUIUAT 21NNANITNAADA

auladnsEeernevRInRnlinafoRSIANY RN Paflsytetadinsvatauintoyayldusedn

=

FUNUED kA TTresYorINYIANRRIANAEiTRIIFRTLITUAINT kazLsIinvzIiugeuLilaLiy

Y

De

va v

SYYLANSNAANUINTY DINNANISNABBILUNIVEFINITOATUNANITNAADILAAIT A ANYDILIIAN

v 9

wAATITTELYRITNAUANUDY UALAITEEYYDIINIANARTLYIN 0-20% VYBIAIUNUITUIIUAL

TTNafaUUINVITUNUNLS BazwsadnasiiuTuloAduUssansanudsaniuiuduionns
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HendiinTuge sevdnaiud ang waztuau N8RTIdIUIINAIUIAADAIUNUIVDITUITUIL
#111500ALIWALA WAarTiTEeEYIANAAYsEUIM 10 % YBIAUNUITUNUILUIZAUNEN

WennAun Y uulatinun WA gA

X.Z. Wang Wwa¢ S.H Masood [15] li@nwsaillfmeusifinrifidunasenginssunisdn
yseveInTFUILNTTTUFUMENNE AL Tgs Favdnndreuudeussgldgninunldinnty
Tumstudagulavzusiu dufegaavnssusasud deiSsuiieufumdnndilulunistiaiu
sUmdnndanuudussgaasiliAemunduiigassninauifiniiulavsusy dinadenisdn
vsofiunsslngianizedidefisaiivaausifisst (Die) nsWamnAImansaluntsiutenald
og19gnFasaztisannsdnvseve IusiRusilAesddns a1 luseninstunauniseanuuy
uifaifiaruddynnnneastisannanazansunulunismanas lunuidedislddnds
HanTENUFUNTITNLITIAdRve T Wevinstusilaveuwiuiifnasonisdnuse wnnd,
n15ld38BMavuazN1IVAaeY lnguuuiiaeniIsanvsevewditud ladnwidagunsimig
SAGALULANY Yesusifiusifunsannsgrudifansenan 2§ nisfnwudsiiauuasyu
nsAnnse nansremsduiRatudaTSAdifud naannsnaaesnyBvEwasad
vouiRuiLuUATeY Swademsfinusevastudausasudadelyg Tnsnsldsunssnasviade

YDIU NN AN URDNTINANLAT IS

Zafer Tekiner, Muammer Nalbant. Hakan Gurun [16] l@@n®InansenuvaaaiIng
AUSATILANANAY 6 S¥URD 0.009 mm. 0:064 mm. 0.12 mm, 0.175 mm, 0.231 mm uaz
0.285 mm. Iunizmuﬂ'ﬁfﬁfmagﬁLﬁﬂmwiu%aﬁmmwm 0.8 mm, 1:mm uaz 1.5 mm. lnaly
N131A903AALINTEIUNIINANIUIA-D 6 mm, 8-mm, 10 mm Uazi2 mm. HAIINN1TNARDY
WUTINSIAAASU ATALSEVYRITUINY Laswsdalunnssin Srau1@InArtosinsnusafiuanmng

[y

AU

J.J. Hern'andez, P, Franco:=M. Estrems, F. Fawra [17] lannaasdanansnuvadnisan

NIOVDILUNNNINNNTZUIUNISULFAMANNAEALLAE AISI304  AunUY 1 mm.  laadady

1 [ i

AAYNINaR oA NYUYAMATNLATAINLTIBINTIT0ITUY Feaunsanulaiiiivesreuinzdl

q

ANNAUNUSAUNTANNTDVDILNAUNLALFILUTVBINTZUIUSA UIFeiladlduaNansENUYaY
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A1SANNTOVDILURUNINNNALNNITAALRDU FILUIADYDITNIAURATENININUTBALASTLANAT

AU 4 S2AU fD 5%, 8%, 11% WAy 14% WuUTinanmmuannan AlSI A2 ¥u9 & 6 mm was 8

ASU PIuNand SEM.
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AN HUNISIAY

[

nAdelfadunmsfnvinunimuaudnvesianfiininuudags  High Tensile steel

= v a

YOINTLUIUNSFAVEU (Trimming) WieTndausnag MiAnTuiureusinuesduny fe druweans
\inlAsuy (Edge Radius) @11t38Unse (Shear Surface) soeanun (Fracture Surface) LazA3u
(Burn) Aildnnsvaans shnsiassinamennwmmNEuTus vessUsTuasnauiv
nsEUILMSHnTeU BeituneunisITosad

1. iedoslazgunsainlddiiunasise

2. Suppumsidunsise

3. MsuNakaziUSsuiguNanISNAaes

3.1 insasilauazaunsalnldaniiun1side

1. \A3BUNIALU Eccentric press Uu1A 60 fiu 1 A30d

2. liRunlunszuIuAISFRUU 1 9

3. ﬂﬁ@ﬂﬁ;ﬁ%'ﬁiﬁﬂ Optical Microscopes 1 %n

4. m‘%'m%’m%m’muuumumu 1

5. 30wt unUnadeY 1

6. Aaufinioiuaz Sumes 1

7. Wawasuasluniseanuuy 1 Tusunsu



3.2 YUABUNITALUNISIVY

AILHUNINT 3.1

AN 3.1 WHUATNANTAN LﬁUﬂ']ieJ"%JEJﬂ’]iﬁﬂ‘lﬂ']ﬂ'i%U'JUﬂ'ﬁngU@ULﬁgﬂﬂéjﬂﬂ’]']llLL%QQQ

SPFC440

ANSALHU o
g

ad Y
DITNINAABINITAAVD

!

!

AALNUNAT DL

1a v
DONUUULNNUNAAUDU

A\ 4

v

9
A

M3 UBFUNATDY

] 1 1 @ J
FOIINWITUINNUFLLASAY

Y
2%, 5%, 8%nUBIANUHUIYUITY

A 4

aamIyUNug 90°, 45°, 30°

v

A 4

Ed
NATOUAAFUIIY

FeuinyaauY

y

Sadninayuiuueuan

S TILHNanIzan

v

| =)
isgmneuna

\ 4

( ajUHanInaana )
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15371 TUN1591299N15ARVD UL LURNNLASTAAIFUTUADUNITYII9UY
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k4

MNUHUNNNSATUN A TeTerasdiuausaudnssazSeadidunaudal

1. sonuuuliamnsanoniUdsuyaiud(Punch) wazane(Die) léiiloazainsionns
Usuasuvuavesiud fanmil 32 Feiuduazanesiiunszuiunisguudadeaeiianuud
Wiy 60£1HRC

—

|

I
H

.Y

1

| 1
1 1
| A

=
.h.%mu\u s
| \'l) %

AN 3.2 é’ﬂ“_m%ﬂﬁ'

b
A} LR
\ %5

L NN




| —

Punch

Die

o o

A 3.3 Yaudiuidanldlunismaaes
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2. Tun1509n LU UBURNNIUIILIFELAINUALAVUIATBII195E NN UT WAL AE 2%,

5%, WAY8% VBIANUNLNTUIY 1 adunsineNAwidlaainaunis

cl. = %cl Xt
o
%cl = wusugudnalesiug (Punch)
t = PMAUNTR LY
cl = WIITERINAUTLALANY

AN5197 3.1 VUIWVDINUINIBLUNITN NGB

(3.1)

ITUBADIINNTLIAIN PUNATBWOIINAMTUTATUY 1 3.
WUBarA1 (%) (111
2 0.02
5 0.05
8 0.08

3. ANSANUIINLSIAALN DLEDNTTLATDIUAISAATUIIU ANUISOAIUIUIINANNTT

auns F99z19ATOUNTALUY Eccentric press 4un 60 Au
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NIAUIMLTIUAATUTUEILNTOATUIINALNNT
F. Woesi@udusanlduanduau x F (3.3)

4. Yanildlunmaasaluiagmanndinnnuudusegs SPFC 440 auinAuvun 1
AR

v

n Sunrouhmmasain © )

5. vedastiuiusntuuy
60 Fu LﬁuLﬁéﬁéﬁ'ﬁﬁﬁu?
- MFG. RS, |
- MFG. %’E
- capaciy,) |\

- RATING POINT 7/ 3

- STROKE;:NO?? o‘ 3 99 fladins
- STROKE ™ (é}"r N 120 6 AGIR
- DIE HEIGNT )7@25“2‘ -y @Q\ Tadung
- SLIDE ADJUSTMENT- ﬁ(e_ﬁ'qﬂ(ﬁl 57 fladuns
_SLIDE AREA (LRXFB) 500X 380  iladwns

- BOLSTER AREA (LRXFB) 900 X 500 UAALURT
- MAIN MOTOR VS 5.5

N
=
N
-
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- MACHIINE WEIGHT 4.6 MU
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AN 3.7 LATBIRATUIIUNAFDU

7. indesdndueunuuanums WuedesdlefldlunstamtunulvdmiuGouiad
aziBon nssedosdaturuluuIu AR soAsuLsuald fusikudauuune iy
uisurutauuuaziBuniign uanadainImi 3.8 quannsntusnuluviinisdesndosansmi
Optical Microscopes

Al 3.8 Lﬂ%"aﬁmf'?}uummwmumgu .

8. nav3gansseu Optical ~ Microscopes TumsTndauiiiintuvesveudusuly
AsEUIUNSFRLaz oAU UEIdNaUBNAYa NYaIEYeaURn Ao daulfy d1uEuunss
508800 uaza3u IFogretniau wansdeannd 3.9
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ANAN 3.9 ﬂé’amamsﬂﬁ Optical Microscopes

3.3 MstiukaazUSeuisunan1snaaas

Suiinveusnvesuauiidanmisnaastngldindes Optical Microscopes lne
Boriuaudilaluusaztuniiniseieniuanuiiensiadouudainlunandiusn e
FuureuTuuhnMsIsuiieu SufinaslunisisTudiananisnnass tietnlUiinsest uay
ayunanisnaasssaly

1 y
LRGRET

AIUEHUNT

=
IDYNNUIA
= (]
ATUY ﬂ
¥

=] 1Y) o aea Y
AN 3.11 aﬂwmgﬂqugﬂ%aQﬂﬁuwLﬂﬂuu%uqqu




ANSI9N 3.2 §79819UTUTINNANISNAABINTEUIUNITAAVDU

AU

a

ASTUIUNSHAVDU

dulaauy | duseu S8R
59 1M

><|U'I-DUJI\JI—‘

- _—n—-—' x “
PN (v
ireedASaaARA,

\ TR 4
.5 & v
{{‘ i:' {'
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un 4
NANISIAY

TunseUIUNITNAAIYBIUATEat Ul Asn1sAnwinTeuIunIsinvoulansliy  AuualA
[ PN = I~ < v @ a a o
Tannldlunsfing Ao ENNAIAMAULTLLTIES A SPFCA40 u1aAuvun 1 dadwnslagivum
F941195ENINANGN VIUNTAAYOU (Trimming) Wiy 2%, 5%, WA8% YBIANUNUITUIY YA

d' = v o 6 a [ k% A = [ 1 % & o 1 [

\wseslledniudiaraenananmannaaTedisnudunsa SKD11 Tnegusiavesiudinyusiaiu 3
dnwagfie 0°, 30°, 45° FIduldinnisneassuaziiurnanIsnnaes lnenisimuansivieyanis
NAABIIINNSANY LI NE WL Le Ll Tayag nAaE nSUNMTIATIZYRANTTITY Teanunsauen
nan1snaaeumdenmeluil

NNTNAABY TUATEUIUNITAAYBU Trimming mﬁﬂﬂﬁmmmt,rﬁumqq \5A SPFCA40 Tag
YIBUNUALA1NNSVIAGeIINITA0INABIRaNIIAY IR TIVADUANYUEVOUANTBITUNLLALAUNA
zulainveusinuestunulsEnaunly 4 d@unlenufe duvein1siinlasiy (Edge Radius) @y
\38URST (Shear Surface) se8@nv70 (Fracture Surface) WagAsy (Burr)

drulAauu

AIUFIVAT

982NV9

¥
Y74
AU/ 4

ANN 4.1 LAASFTLUTIAITINEI AN IARTUAUTOUAR

4.1 nan1sanvauiiialfiinduldsun (Edee Radius)

NNMSFNFEBIAENNUTH 90, BIAT TN 9TENINNRNGR 71 2%5% LAz 8% Y9IAIMNL
Fusuagildulduiugean lunsdiidaseufetosinsseuiisnuiad8% vesmumuniunu Ty
vz furosinssyndsafnanasdulrsmuieranawua iy s 4.1 evinsdasie
st dusunantu s iddinldsLanns nanpaestuasdosmuaiudil 30 sam fidesing
2% vesAIIVILITLY ATVl TLTR TR WosTian
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o
w

=—=2%
=l=5%
=le=8%

o ©
[ I

ANNENIFIUTAINY (13,
o o
- 9 N
(6] N (9]

o

o

90 30

u dl o Y a ]
4.2 wansiaveuRivliAnd s ,.»-;5;;_;;;;; f
INNTAARILDIALLHL mﬂq AN YBIINITE ’p' gm i 2%, maqmmum%umumumu
B HUASIALLANTUANLETU AUATNT 4.2
mgp.{ﬁﬂwam msmaaﬂumauaamuu

- uwaumqawam

Beunsaes luvasifentudesings Y n.
Luammimmaaammwuﬁyuu |

2 /.
WG9 30 9360 NG99 5% m{tgi WUNTUINL

:’ ’))/(?‘:‘ =
% 't. == "“”f Y"‘

0 ﬁn\! Nl

R —

€Q3£

AIUYIIEIULSE
/‘J—‘——F

AN 4.3 UAAIANGIVDIAIUTIUATS
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4.3 wamsinvauiinliinsesdnuia (Fracture Surface)

mnmaéfmé’wmmgmﬁwﬁﬁ 90 99F FOIIN9TEWINIALFA T 2%,ﬁummﬂwm%umu%ﬁias
GILRLGE Turnsieafuderivsenineudafintusosdnunazanasmiudidu aunwd 4.3 dievh
nsiadsesmumtuddusuandy vilidinsesinuinanas nanaaaslundstesauiudil 30
03¢ fidoting 5% YeInNUMUNTNY anTandnsesdnueldiTian

0.4

0.35

0.25 \

7

=—=2%
0.15 \ == 5%
. 8%

0.05

ANUYTIITDYLLAN (W)
o o
[ [N)

/,.

v ¢
HUNUY (39e1)

AN 4.4 LLﬁﬂ\‘iﬂ’J’mq\‘l‘UﬁNiaﬁaﬂ‘mﬂ

4.4 wan1sanvaui liiaesu (Burr)
1NNTFANIBDIFNAUNUTNA 90 BIAT YBITNITENINAUAA 11 5%~ uaz 8% UDIAIIUNUN

a =

FuUUAEHAIULAUZS IAPVINITANYBUAILYRITNTININIANAN 71 8% -RBIAUNUNTUNUYINA
Anasusniign TuvlfeiutesiesenieasdnanassesanunNItanasnIua 19y AuA N 4.4
dlovinssneosmyuiuiuguL et inisesanuinanes Manaaestuasiieamyuiugn 30

99A1 NYD4IN9 2% YBIAIMMURITUI FusaviiseeRnuatiatiien
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0.3
0.25 ‘\
g 02 :
m)a \~ —i
g 0.15 \ e D0
e
o]
§§ 01 == 5%
[cm g 80/,
0.05  —

90 Y51 345K 30

9/ A &
HUWUY (9377)

AN 4.5 UARIAINEIDIATY

4.4 dnwazvaudnuauiildainnszurumsdiaveu (Trimming)

f. wuwmu 9 QN

A il 4.6 LLamwavmm%?“m?ﬂ

ﬂ’]i@]ﬂﬂ‘ﬂﬁ]ﬂ?’]g@%ﬁﬁlﬂ 2% Guaam'mmwumu

smﬂzi
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n.udvigy 90 99 poiGETe UAugvIY 30 B9A

AN 4.7 LANYDUANTUIIUNLAIINNNTAANYBIINTTINANAR 5% VDIAUNUITUINY




undl 5
a3Una afusena uas Jolauaue
et lunisnwinszuiunisiaveu (Trimming) WANNAIAULTITIFILAEaY
Aneveeineseninaiuduazang Aissausmatiufie 0%, 2%, 5%, 10% wag 15% YIARIUAU

FUITY UAZBDNWUUBIALNUTG 3 JULUURAD 90°, 45° wag30° ausaasunalanadl

5.1 a5UNaUIY
5.1.1 NaTaINIAAveUTARMaNNAIAIINRTISIENNTA SPFCA40 Laensanmeada
YU NIyuuaiuLINTY @au1siTliveuindaun wATY Aoanusaandiulasy LNy

druleunse ansesuwnnuazasula lagnisdadiesmyuiudan  30° Yoeineseninaudini

= 2 o 8 v U aa
LAUNEEAUAD 5% °U'ENF’T]WNMU']SUUQ']uaWN'ﬁﬂV]'ﬂ‘W‘U@UW@NﬂmﬂWWﬂwaﬂ

q

o A

5.1.2 HANSAAMILNTETUIUNITANVOU T89ITenINALfnTdud1ANvl8lAvausn

o
[%

vostunuiinuninit lnefinsdiidesinsenisaudpuatnieteniiuluveudiniunuases
3nuaun lurusdertuiledesiamosnuiniutuniesnniiuluashliveudatunuid
THsuuann drudsunsatios sosBnunuayasuiisgaiu fedesiseninendaiansanly
nszUILNIFATUIMANNdTALLELTIgd SPFCAA0 Ag 5% BosanununTuey annsavil

VOUANUBITUNUNAIUT L UA RN IR

5.2 UDLEuBlUZ

52.1 | indesdielunsintsnaassindudeifianudidauin wmsizazdmasoany
ondes Talauvasteyanansvaaes Kifuiesesiiauazgaunsallunisanasmsianniianunsn
Toulan faniiivads wazdaaaumwias

5.2.2 TN 300 NV RN A A SRR AL UO U IAR I AL AT 1L AT e
Fremnulfuiietamilnaiua s duedidunsaudesmldsaslunisdai ennsenis

AFBUENY WAz ITUTIIEI®A
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N1 AINTFIUYBITNANAR

M19°99 n.1 wmsprulesidudtesinsnudnvesiansig

¢Gl FTELLABLTUY AUATUNIULTURDU
(%) (ke/mm?)
wian (Iron) 6-9 25-32
widnnanagyu (Mild Steel) 6-9 32-40
wiannade (Hard Steel) 8-12 55-90
wiannakaNdameu(Silicon Steel) 7-11 45-56
wiannanlsadu(Stainless Steel) 7-11 52-56
NOWAT (WD) 6-10 25-30
NDILAY (9DU) 6-10 18-22
Vounaos (W9 6-10 35-40
No4naDY (881) 6-10 22-30
UseUs (Phosphor Bronze) 6-10 50
Tangnaudu-iniia (Albata) 6-10 aa
oo (uda) 6-10 13-18
paliiluy (80u) 5-8 7-11
agiiluunan (w9 6-10 38
paliiluunay (9ou) 6-10 22
nei (Lead) 6-9 2-3
wiannanwauiniia (Permalloy) 5-8 52

N.2 WINTFIULTINAUKUTUI

A191991 0.2 MISNUAAILIINALNWYLIY (Stripping Pressure)

ANUNUIVUITY

ardilafluntsian (%)

faen10 1 a8
1-1.6 Uy
1.6-2.5 1.
2.5-0914.

6
8
10
12.5

43
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f. 3 AsAUIUTINEITD9
f1. 3.1 AMSAUIURLSILUNISAR(Cutting Force)

gns

Y
FS = kslt

«

il
ks = ANUATUNTULIUADUVDITEN)
| = AUYILUINN
t = AUAUIVBITAR)

AUUANITATUIN TTAVMANNAIAINUTILTIGY SPFCAA0

ATUAULLTIAN

( = 30 Hadkuag

t = 1 Hagdung

ke = 90 Kg/mm’

WNUATENT

Feo = 30 x 1 x 15.5
= 2,700 Kg.
~ 2.7 Ton

LIINALNUTUIY (Stripping pressure)

N AT 2.5 = 4 313119 Stripping pressure 71 12.5 Wesidudves cutting pressure
Lk
Y
&

2,922 % 0.125
337.5 ke.
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9.1 dunNauNIATVDRRANNUININNUY

A1519% 2. 1 dunaIBLAivaNannaaAIedila JIS SKD11

daudsznau U3una (%) s uwitin
A5UBU () 1.45-1.70
Fanau (Si) < 0.40
wusn e (Mn) < 0.40
Iasiden (Cr) 11.00 - 12.50
TuauAy (Mo) 0.40 - 0.60
Muuhey (V) 0.15 - 0.30
Woaneaa (P) < 0.03
Fawas (S) < 0.03

AMENURA

Fumdnndiaiesdiesubuiitidunanwasnisveunazlandonluuiinugs dadu
widnnélungu 12%.aunylsAnlaaidionana deilmmnauniuionisdondfnnuenaniss
fnsuausigluavathiiterioiimassalunsyuuds Warsmieunsed wagdeiing
w59 LAl sRe 19 itethesnwpudalviinnuudenuuaziongnsldnuiieuy
Prelinusionsdenduaziuniudenisdnvaeldgannty fedauantfidunisdiunis
fumusion1sseuiigumgligaimnusumusiontsdnusegesnn danuwmieunsemeld
guudiladnuan daauansatunisguedsgaanaaiuisagusddumiganiniald Shvay
dnltengmslfnugniuuaununsseusaflaanmaigslsd. (Aanistasetosmnvdanis
yuuds Faumunsayidsnsveuiialis ausevilulashendensguudald anuse
\ReuindeAnefiIald Dealdviuifaidmiunubuesnaniieunn vaudfissiuudeis
(Blanking) Wity (Pressing) waifiusiein (Bending) LLajﬁuﬁﬁﬂsﬁugﬂ (Drawing) WiWuwW
dufuaudatuguitu (Cold Extrlision) wifisidmsununisdy (Fimming) s1utimiesgy
(Coining) s lardauisaltiiignin-uazuifadmsunusandes Tulindnideulans
LAEWATARN LAYUINYINANARNTIHe NS AR UL A 397
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daudsznau UBnas (%) dio twein
AsUaU (C) 0.47 - 0.55
Fanau (Si) 0.17 - 0.35

waensa (Mn) 0.50 - 0.80
Woavasa (P) < 0.035
Falas () < 0.0355

AMENURA

fadundguvdnndiasvoutiunasiiteulflunuiiugn eoulasadie o
gunsainmainuns  uedesdnang  umiRuiwazdsEneuwslfind it udily
wdosud (Judu osnilumdniifiauantdidlunaisdu fedunnuduse an
wilunss wasdisagn uenanigvanmsavhmsouguiiioifiunuudaranuudausdld
S50C  azidnwaznsltaudnilngjaslndifesiuingn Ckas 1desanninuasdiniana
IndiAesiuann wivelinnuude barAundusgandnindes S50C awnsadiluldauld
vangyiaTnuudfiinataiin 819 uaztuduUssneuvesfan 1wy Yinseuusifum
Judrugunsainsinunafiounnedn 1wy 98U Buese Sudueslndiniesining uay
dudsznevlurdessuduazlusooud (Widu
AN51971 9.3 drunENyNLATvRNMANAEIRIINL S Ig9 IS G 3135 SPFC 440

579 daunaunianall (%)
AsUBU (O) 0.18
WaNNHE (Mn) 15
oavlaia (P) 0.08
Fatnes (S) 0.03
Fanou (Si) 0.3
ggililay (A) 0:02

A151971 .10 ARENDRvINaUBaannaASdalsIEs JIS/GB1B5 SPFC 440

EREGETRLT AMHNUANIING
Yield Strensth 265
Ultimate Strensth 440
Elongation 27
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