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Development of micro precision blanking method for thin stainless steel
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Fig. 1-1 Example of micro plastic deformation parts.
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Fig. 1-2 Outline structure of blanking die-set.

Upper die

Lower die

Fig. 1-3 Photograph of die for precision blanking.
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Fig. 1-4 SEM image of blanked product and blanked surface.
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Fig. 1-5 Schematic diagram of punch-die clearance.
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Fig. 1-6 Relationship between clearance and cut surface'®.
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Fig. 1-7 Difference in crack growth due to clearance!?.
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(a)Progressive processing (b)Single shot processing

Fig. 1-8 Schematic diagram of double slide structure*”.
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(a) Watch parts (b) orifice plate for gasoline | (c) micro forceps®

injector

Fig. 1-9 Example of micro blanking parts.
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(a) WEDG (b) EDM (c) WEDG (d) blanking

Fig. 1-10 Micro blanking process using WEDG®?,
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Fig. 1-11 Schematic diagram of negative clearance.
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HEmMmIskwohzzbicEFHL, TEXAEIC~A 70727 2F v % LEEESENHT
ICBT BN T 2> & 48 U 2 BEFERN 2 SN RBICHEH 3 2 B 2 s L 72 7879,

O Rt AL - # S I 5 MO ZIcBI L <ix, —&IIc % EiameEo
WERIE, TRVER T hbb, H2FEQHME (VM) FoREDOHMETMH (X
D) ICih> THELZ2RAMEBIEAT L5 80, fE-T, FMRIEICH T 2 45k D5
DA HIC D T = 4 7 n I T O Z BRI TR AL Do B 2 K& <, #Ed T
KFE L 72 TEREIC 72 . JE4E, FM ORE R % L L 728 23fAFE S L 818D, =4 Jm &
AW & SR D BIRICOWTE C DIFFETHO N TV 5. BIR O (3R D Sl
HAEA 2 & AW U 724558, fE S LM I T L 2RO 7ZnE /X < e b, IERrE I
KELS B2 &, WWHMEOMIIZ/NI 7R3 Z2HELE S, Xu b IZEKOME S
Mz AR L 7265258, EXRO OB LEFRICENEII NI SR VETESRE LS
TEHRWME LR, ML A —Z2TF A4 P RRT v LR SUS304 Ol % &
DICHEARI T LT, 10,000 > = v oM TIcE T 27Z8g80 oo 2 #EL, M

KAERMEHC R TIEL D E /NI BB T RALIC L2 0, X5y, HENER
DETHIEAEIER 4 v 2 7 2 -4V 74 27 L —MICER LS, AV ) ViR
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SUS304 DR/ NFTHK & i30T, MBI L 7 U 7 7 v 2 DBf% % EBSD (Electron
Backscatter Diffraction®7) 1C & - CTight L 7z. BARMICiE, BHOTALBER2EH 5 & X
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O AT L, Ul O WL BHAR 718 O L EAIC 1T Il 7 Al SRR FTE S 5 2 & BR L7z 100,
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FMICB L CRREERICHE ) IEMAR T & A —2FF 4 PR RT v L G OBHR
THLMLFFE~ T v A PEERRICHE S VK T IC 3~ 2 85T, RAZ+HmicitbinT
W, ZoHEE LT, FRRoOMEE RIS 2 2010, OREE &8 o 8LER M A4
HThb I, QOMEM - THORIRWHEEERLE R Z L. @15 Ol - Fifg % 238
&3 LM CEBROMRORE S 3 E 2 b 5.
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Table 1-2 Problems in micro blanking and solutions by previous research.
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1.4 ~A4 7o AW %EHRT 27200 Tkt
FAWIMTIZKREEEZHNE LTW3 2 EHB%0R, T o icfén TEASE - Al
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v ZDZEAL IS CEERMEL 2 5.

~ A 7uRAMMIICE T3 TEEEICOWTIE, v~ 73 XL CLEDRM
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141 &2 V77 v A
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Punch

Negative clearance !
1 i

/- i e !

\ \ !

. 1

Work material i

A e AN NN !

S LSS

NN\ N
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Fig. 1-12 Schematic diagram of negative clearance.
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1.42 B2V 7 7 v R & M7= 8T
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2.1 %5

FAWIMTIC X > CTHRLNZYOmEIZ S, &AW, B, 2201k > THEREh
25, Bl 21, EEEMCE CHCONTWE X YD X S T O T EMT 2 X5
iR e LA, YUNmocE 2R 2 FEHIC L7z 0v e v ERAES
W, INFETICD 7 aH A XD AMMTICE T 5, ZRICDONTIES < DIFFEAHE X
NTE 7z, ORI I O TR (nfl) BPRFVWIZERES k2 LIn D, B
R EE D IMER T NBRE L 0D 28, T/, PO v F e XA D7) T F
VRICEOVMEIAREAEL, WARFLADZ LI TZOREZMS EINT 5B 9,
o T, ZNOMHFNT I XA BRIV ANV FEEDOTHKE L, WOWLIEHI VT 7V A%
WHT 22 L THMRR Y R, ZIficZ Lo I Tws, $72, MEERRELE 72
NOBRICOVTHIMEINT WS, BELITL % &, MEMNAESHMM T 2 &R R 2
BEmL, isfroghE 2 s 2 oM TEbiEE (afl) 2/hE 7Y, ZhE2MEi
THILEMEL TS0,

T D PN B L C i, #m T ICEoKEIG ) &2 TN L 72K RE CHTHR 2 N L %2 17 5 K%
FAWIMTE T PAHWONTEZ, v 7 vifibic s 2 5% AWM TEoMBIC X 5
&L, W2 IEI T 21 S F L EAD I VT 7 v RAEWITMIRIED 1%FREE X b /hE <
TrEEHic, XANEMAIBHNILA R 2202280 BLINTWE (774 v 7
FvEvrzionie, VI V7 EMSLEKEMRZEDTH5).

AR, R E TSR X Lo & L8 - SN o s L 23k & 1,
WEe /AW TEb~4 27 MTo= -k LTt AELhTw3, <4 7 ad Ak
M %47 5 By, WEOFHDICE I Y F e XL DI VT 7 v A% T 505
BH5. PlziE, AiBOREE AWM TICE T 2R ZHAL 254, 0.1mm HJE D K
TIRZDZ7 )T 7 v RMEDP Tpm &0, @RBUER PNV F & X4 DALEEG DR HED
THEIC: 2, ZnHOFEICKH LT, FERTZMH VXY 27— L HGUHIC X 5 £
1 pm HEEO TEABEGDEEM O 51, HICixF 7 BET 2V VT T v A%
DARE RS OFARI M TONTEZ ¥, T/, 2V T 7 VAR KT R, WbWwbt
0 )T 7 VRADHED S AT TE 7 1019 L Lads, RboifRIcEs T 3Tk
ERRIVIRDIZ L A LB AR TS 2 720, HMEIRDOE AT Fig. 2-1 1TRT X 5
I XY FHEDOAYF XL DMELEDEL T TIRAL, HEHEOMESGDELLELE
D, BUNZ VT v AR a2 ) T 7Y ZATOF bk % (3o CREIC R 3. —)7, FEh
CBAL T, BNTTA 3Rl 2 2 & CIEMEAME T T2 2 Mo TEH D 20, FAM
T X 2 YO IS T OIE I K& B e Z T 2 - DM L3 <% 5. BHIC, H
B, BT, ERESICEH IO RN TI MO+ —2FF 4 F HRF v L R
Z, MTOFARICX > TA—RTF 4 MBI THLE~ LT v A PR IcZREL, Tk
PMETT 3B anTtns 2V, kg, A—ZX7F A4 P RAT VL RoHbTch % H
INTWw»3 SUS304 ML, A —ATF 4 PLEELZERITR T Mdso 2AAZRAE & 72 5 72
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» 22 FELCMTOSFAZEAT 2 LMTHFR~LT v 4 PEREL, ANIMTIC
BOTIEHEMZEC LT AR ER R TES, s, Mdy i3 (1) °tRFT &R
T, BOTATOIDOMLEMAZEZICA—RTFA LGB~ LT vH A4 MichL
AT 2 RETH 5 20,

Round Complex shape
Punch
o)
Die oLV
Shape of punch and die J (()
N
Clearance vV
Y axis Y axis Rotation

Adjustment direction of

clearance X axis X axis ‘\

Fig. 2-1 Punch and die alignment method.

Md30=551-462(C+N)-9.2Si-8.1Mn-13.7Cr-29.0(Ni+Cu)-18.5Mo-68.0Nb (1)

Z ZCAMgE T, SUS304 o AT e LCa sz Y 77 v A XA LINT e
AWM T2 AR AL T Y v FTLIEOH TIEOREZIT- 72, BRIICIL, EEERT
22l bHBIC~ A s nd A XHOEMIBREE T 2~ 4 7 u ¥y ik~ A 7 vnffihoE
e L CGERL, MEREiofEE AWM TEDRrTh~A4 7 ud AWM TICERTE
2 THS I, WS e Tikoft LTk &k e, ke LUEET 28270 T 7V RIC
LA UMT e AWM T2 A7 4 7V v FTED 2 Tikic T SUS304 #RK DT
KEFEBHZIT- 72,

KT TAOFHIEE IC D WCHAT 2 &, FYRBEZ RN, vy FiiE, mis
72, B3 URAREIE IC X o TR E 2 23, ARG ICE W TiE, EHEZS 2 D i3tRo CH
ok b LIS, UEHEIZE AWM TG ORE, $hbb, 720, SAWM, B
M, 7z Y OF, Kb AMOREDRESDHIEZ A TRENICITo 72, AT, €A
Wi DR & OWE S 17V, & LIEIN L5 o 3 % 3l 7.
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2.2. A7)V T IV R A LINT & ¢ AWM T 2 A&7 ~4 7Y v F 1Lk
2.2.1 Tk = 925%

F AW T4 2R3 Fig. 2-2 1SR $ X 5 ic, vy FMHERS 1.418 mm, #HE9, £
2= m=016 D4 VR Y 2 — FREIR & L7z, #on TR REE T 7 e v 8o
WIE £=0.21mm, i B= 20 mm ® SUS304 HRELEM & L 7=, #E o¥E % Table
2-1 1T/,

Fig. 2-2 Main dimensions of fabricated microgear.

Table 2-1 Mechanical properties of work material.

Items value

Grain size [ um] 10
Tensile strength [MPa] 1059
0.2 % proof stress [MPa] 892
Elongation [%] 30
Vickers hardness [HV] 329
nvalue 0.13
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MTHHFECOWTHAT 2 &, tEEFKEEoMIEX % Fig. 2-3, &RGHIAA% Table
22T LI NI VT 7 v AR XA NETRICH/NR 2 21F 5 2 & Y H O
FWHIT2MIETH 5. RIS, Frike LRET 282077 v AKX LINT
AWML A G724 7Y v FLKIE, BIEX% Fig. 2-4, SIEEM{1EkD Table 2-3
WCRT X, AZ )T IV AAD XA NEEICHUN R 201F 5 2 & TYJ [ O Rk z2 1)
HlT2MTETH 2., kb, TOTRIZAZ VT T VATH L7010, v FHPMET %G
DXL LEfLCLES. 22T, B2 VT 7 VRICETLZHH LN Fig. 2-4(a) 1R
T X ICMEMRIED 90% X 1% 9% Z it 3. L EA2 A X 5 2 & TMLAE DE W %
AL 2. OB CIREME L I & BN EE S T e, Fig. 2-4(b) TR
O E e ik a2 STURMEICHER L, Fig. 2-4(c) Tld Fig. 2-4(a) L 13 B 5 8 v F & X4
R ORI S =kl 2 e it & 2 5. Fig. 2-4(d) 13 Fig. 2-4(a) YL KK T
HY, HHLUMTLZBo v F, 24, $NTHEOMERGRERL w3, filidhi
MBI R & D ICER > T T ORETH D, o>, MENZAMLETE L
AMEDZAGA FBERT R AT VR =NV FICLoT, D2hEHELTM T AMB TN
MBI R OHFICRINTL v, AR LITREM TG A FE2EE L R
DGy otz X T TARFERTREMNO 7 LEREICX Y, 7L XD AT A4 PR LR L
BICHY Y Z— NV FRILDMBEICREZ X ICHIE L=, b, AZ VT 7 v 2DFEMIT
THERICENT—8um THNWIIMHWFERICAZ VT 7 Vv AEBRMPWRETH 5 Z LI F A&
EL 7.
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CL>0 Punch

Blank holder
dP / (Stripper plate) % %

s 4
\ Spring
3 J

=
R PN
Work materia% \
I \ Counterpunch

Product
dD

Fig. 2-3 Schematic of finish blanking used in the mass-production-scale progressive die

system.

Table 2-2 Blanking tool specifications.

[tems Value

Clearance CL (um) 2um (0.95%¢)
Punch outer diameter dF, (mm) 1.726
Die inner diameter dD, (mm) 1.730
Die radius Rdyin 1st step (mm) 0.01
Counterpunch outer diameter dPc (mm) 1.720
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CL<0 Punch

/ Blank holder dp,
dP, / (Stripper plate)
% ="\
Spring
gl o |o
Rd, | Work material [ {%
! RN b,
dD, Counterpunch
(dP,>dDy) (dPc)
(a) Extrusion (b) Knock out
dpP;
(dP, < dP)
| Punch
4 ¢

U,

AN

Wbttt

Rd,
e ﬂ Work material .
Rd,=0 [ — : Die
: dD; 0
(dD, > dDy)
(c) Blanking (d) Enlarged view (a)

Fig. 2-4 Schematic of extrusion blanking used in the mass-production-scale progressive die

system.

Table 2-3 Blanking tool specifications.

Items Value

Clearance CL (um) -8 um (-3.8 %¢)
Punch outer diameter dP. (mm) 1.746
Die inner diameter dD; (mm) 1.730
Punch outer diameter dP (mm) 1.736
Die inner diameter dD, (mm) 1.750
Die radius Rd,in 1st step (mm) 0.01
Die radius Rd: in 2nd step (mm) Nearly zero
Counterpunch outer diameter dPc (mm) 1.720
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ML, FEEEM=SOTHERIC AL REEMRE L 72, /2, TH OSvF - £4) ofi
BERELRERT 2720, WA/ AP ) v =T L—F, SvFTL—F, 4T -5
DOMRNC IXBRE O, SHEREES AR TR 2 SKD11 Z v, 22 oo ERE R HH
SHLERBRE S 2 720D F — 3=y Th 2 7N LI i3mBFEIE EF % w7z, FE25RICH
WARRIRIZ N7 74 v 7T v R v Z7ORA %R SE I, AN D 50%FRE, A
W2 ZE AW D 20%FEEICERE L. HFLEICE T 2 EMo BRI &I s T
22077 vARELOERYIOEMEICE T E2EELMT AT XA —2—TH 55, B
WM 7= 0 IOt MER L WEMERZ v F L 24 2nFncllEL T, FAERED
EZxh2TEHSEE b > TV T T VvAEE LT, TV ABEIA I ) 2a—HF—FR 7L 2%
(DT-J515 BN THFZCATaEl IMFERES 50KN ) 7=, #H LTk 2B ic 1) 2 #H
LIMTBOREZ Sy FELALDTH 2o omEEATIEEL ©H 2. AEERTIZ, 7
L ABED X T 4 FEME Oy FBEIE) 2L -2 cHlEL, Hic Sy F Eliice —
Fel 2 FTIREMENBRICA SR NI L 2TERT 2T LT, XV F RPN T icE:
fitLCh oo NvFRIe—28% 1 pm B CHIEICE 2 X951 L7. #HHLEDE:
IC X BYIOERREZ HBe S 2 720, I LN T8 280 THIED 90% & 99%ic72 % X 5
WCREE L 7z,

PIOHRER L R D FHllIC B3 T, HWBmEREICHE T 2RI VT 7V AEZ DD D%
Mz e dBEYOHOFHE OGRS CHE L 528, FBLZX I ICEED7 VT T v
ZMEZREFIET 20130 CHEECH 2. 22T, 27V T 7 v A%/NE LT 5 ERBICH
TH7ZNKROCHERHOEAGR/NE KR, RHCEAMMOESIIRE S b & v» ) —fig
AR 205 5, EEBRIC X > iR =U0/ O, ZhokE X a1, AW CFHER) O
KREX A2 RUBKHEOKE X 325K E 2 KVIOEEKILE (A1t h2/t h3/0 &
FEo VT 7 vA (EBICEAROEENICRE/ME L2 )T 7 v R) I HBERF2 S
% ERGE L, TSt 5 AR L e 2T & #EE L, FEEFTICE T 2 V)OSR %
ko 3. & FVHIE ST Fig. 2-5 (@HID A-1~A-9 (H§5c#F), B-1~B-18 (v v FHMER
fHE#E), C-1~C-9 (HIEHET) DFF 36 i) ICRTHY TH 2.

Wiz, HIE ORI ER 2 REE LCHEL, UnmoEx i3, A (),
B (v v FHERAMER), C (WEL) &EIc s\ CHE 2T, HWIEO VR 2o f
DA HWEERIC 2T A (H5EER) #RF & LCTllE L7-. YIDEoREH X 1%, WESH
0.1 mm {\7[& D8 AMWTE I DT % DEZS ST T 35\ T IR T % F v CHIE L 7=,
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Fig. 2-5 Measurement points of constituent ratio of cut surface of the microgear.

2.2.2 fER L EE

2.2.2.1 EYIH KR D SEM BI%H 3

Fig. 2-6 72Ul bl L7e~4 7 a ¥ Y hlE o SEM BEH %/ 9. Fig. 2-6(a) Dfl: b
FIREFETIE, L 2AEZAICHEBESFEELTWE, LTIk EE (9% L) 12X
2HIZOVIOH %853 5 &, (h LIFREER O LTk X E (90%#HI L) 1< X 2 8
CHEEL CTOMMIE AT T B, LA Lo, hWEIEKM (d) 205 135
ZY OFEBREBEIHERTE 5. 2220 ORRAETARORAEFAIIRIEF M2 T TR, B
ghE ((d) KMo AKATR) b @Bd b s, AW IEZHE LTx 4 Nk
EICHUN R 275 L7485, T2 RIBIRICHE S X5 I LTl df, I T
FED X AELE dD: B —TRRO XA B dD; LY KE W & CHEBETMICEENEL 27
EHEREING.
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T Direction of blanking

(c) Extrusion blanking (99% Extrusion)
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50 pm

T Direction of blanking

(d) Enlarged view of tooth tip in (c)

Fig. 2-6 SEM images of microgears fabricated in the experiment.

2.2.2.2 YIOmEERHER

SEM B E C/R L 2V E ORIt & X 9 BARICR T 720, RiEcfEREE % Fig. 2-5 Ol
FEM#ATC SEM O HIEHEE % IV CHIE L /2. Fig. 2-7 K& TECEWTMIL Lz~ 4 71
FY WO S HEMATIC B T 2 U D mERIEEOMER R L Z 2 hund. h Rk &k
KXo T Lz~ 4 7 a XYL, fid L 2w o lEMEIoE-Iic XY, YImorg
FEER A3/ e 3 S 0 iC B 5. I LITIREE (0% L) Tl 7z~4 27 a XYk
itk EFikERic N, 13520 % 0 WYKL A3/t & 75> T 3 A3TE4L 7R i
DN IZE > T, I LITIHR & 3 (99% I L) 1ZBWrmfiliz Hisk < 3 28, RE
D 5WBFEEICHIR L 7220 2V O ARZEIARBE U7, b, (L EFREERY, il LT
E7E (0%IHIL) D2 TRITIKEXRICHE T 252 0 1E SEM CHERTE L WITE/NE
57272 DHEIE L T,
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[ Burrlike element OBurnished surface O Shear droop
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Measuring points along the gear contour line

(c) Extrusion blanking (99 % Extrusion)

Fig. 2-7 Constituent ratio of cut surface processed by various blanking methods.

FEOY O R L Fric 72, &AM, WM, »2 0I5 H L CfEE T 5
7%, HIEMET A S (B5eEs), Bt (v y FHERFMIER), CH (KR ozxhzhnz
3EEIE L2 FEfEIcTE L iR % Fig. 2-8 13, 9, ZhE Ikt Areico
WCRHIlIT 2. FRCZnsRELSL TV A (L) <X, EEFREEREZNEES
MG AL/e A3 14.4% & 7 b, I LTIk 3L (L 90%) <id 11.8%, I LTk %
FOFHL 99%) TIE 10.6% & -7z, TORRIER, FbickT7rA4vTI v EY
7V ARERHL CEEL Z2thE (v y FHER : 6.3 mm, B : 14, £ 2 — v 1045,
SUS304 ¢= 0.178 mm, grain size 0.5 um) D7ZNEE 17.4%¢9 LKL THRE%E»Z 1
IV BIFAERCHY, w4 70BN TIcBwC N2 VT IV ARVCAZ VT IV
AT 52 &0, FROMHEICENTH 5 2 B30 h - 7=, Ri, BT LR A3/t
COWTCEFHIi 21T 5. L EFKEERICE O TR D EWTERERILE A3/ toE»BER (v y 5

BERMEER) <, BTk EER A3/ A 18%, #IH LITIK X % (90%#H L) <Tlx, A3/t
2 124%TH o7, Shl, FICHHLEZHEMEE 2 (9% L) & CHMmERL
A3/t \ZFREMIC 0% L o7z, Blb, A2 YT 7 v RATOIMTEICIRAERDH R ®[FEEE,
W34 U2 & 2305 o 7=,
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Fig. 2-8 Average value of constituent ratio of cut surface processed by various blanking

methods.

2.2.2.3 WIEOIRS LR

Fig.2-9 i LRt 3HEEOMTIRIC DWW T, ~4 7 v ¥YlE oL Mm% fhic, i
AN E 222 Dl b Z N ENHE L 72 EERR S EAERE 7a v b LEHER
AT AEETFREFEICI > TMLL2~A 7 a XY, 20l 2z 0l x4 &
BHEL BT L7 BAMCITIREMTIc X > TEONE 77 v 7 EREIF L[ EREIC
BLL PR P20 LCHHETZ2/RTH L. LrLAars, MIbicks g
FUMot EFREMT 2T o728, 79 v 2B TIRERICA ) vy s %icz L, 7
Ty (B BEPLABERL VKT A20L LCEY, KAEROMBRL KNSR D.
I, RFEFRICHEGTIRFZX DR SO X W RE KDY, HHXEELZH VT i
KV 77 voobliizliE, SHEBEEZRLZ S 2 hMLTE 20 LRT 5. —7,
i TR & 503 90% I L, 99% i H Litic, ZhilsHE I —TROME Lin T cH
Wb X ASHE dD 3L, 22V AISHERE S TR0 E TR THW 3 £ 4 1EE dD.
EIRIE B L 72, 22 0 o ~HEHER R 1L, Fig.2-6(d) ® SEMEHE)» L HHETE 5.
Al 22 Dl EERREET 2w T i, FYOERMELOFEZ 3 Lk
FRAIRE DA L F Y &5 LOMA AW BT 5 2 L 2EKT 5. ke LC, ®BILET
Fig. 2-10 1C/" 9" X 5 A3 ih & O 22 RS HANT 3V c-HEZEE oy 2 rE T 5 2 L BRI TH
5 LT 5.
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@Product dia. (droop side)  OProduct dia. (burr side)
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Fig. 2-9 Gear tip diameter vs die diameter for processing by various blanking methods.

140 102vs D28

Fig. 2-10 Deburring technology by Super Etching Polish®".

2.2.2.4 PRI KR OY) A O % 5

Fig.2-11 iIc B0 5 2 Y fIFFHET L YD OE & 2, A (HR5EE) o4 9 Epr, B (v y
FHERMEH) o4 18 fEfr, C (HWEE) 49 EirollE 21T\, Z o FiafEz ke 7
MR TS, A EFREFBCL s TN Lz~ A4 7 v FY i, 12ISEA TR AT
20, HHUITIKE L2 ICIZ 3 EOHZ AR CE 5. o2 &h b, WRICIEbA
H2AEL T2 b0 LR T 5,
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Fig. 2-11 Angle & of cut surface processed by various blanking methods.

ZZC, »zWHIEAEICENT, Fig.2-5 D A-1 K4 v F 25 hEH 0 F coiElE LB
T MRIETT RO S A Ah % AR =TT RE B I CRE L 7245 R % Fig. 2-12 13K
T AL EFIREE TN L e~ A 70 XY ligid 4A 2 LIicBAL CIgFHRTH - 7.
—77, HHUITIKEE ML Lz~ 4 7 a ¥Vl EEHRL25 A-1 B4 v kT
T10 um FEE (WEDHKI 5%) WEHFHICEE AhBHEML 72, b AL O EFT O
JEI AR IS L CZ LI R oNad o7z, ZOHAE LT, IRE LY DIREI/NE
WNTHRZICB W TR E 2 TR S BRELLTIC 72 5 2 &% %2, IR KT~ 22T
TICEWT deDB/NEL b & TCREGIPMMEL 2D T LPME PDINTnBE, KE
Bcix, FYERPMECH L THIICRKE WD, FYOWREREDPT 2 EALMTT
E-b D LRSS,

T 7z, bAHOIIFENCBI L T, @ 201 % M3 2 BREZTE & R IC X - <k -
WY CcEBr DL EZLS. AEBROWMZNZaANZT Y v 7 EZHCTHIEE D 20%
AT 2EHC L7228, a AR T ) v 73R ESME L, 2hbARBEOMINICX > TH
I ELSEM L T BETH 2720, BlZIEHR7 vy a2 v DX S AYIHRTEL VIR
mrxfwazec, HHUMLoOWEHA» L DAMEMEIL 228 6M IR TE S LEZ 5.
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Finish blanking

— Extrusion blanking (90% Extrusion)

0008 | —Extrusion blanking (99% Extrusion)
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e
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/Vo 0.2 0.4 0.6 0.8 \

Distance L/mm

Gear center

A-1 point

Fig. 2-12 Relationship between L and 4 A at the edge of the burr- side surface (L: Distance

from A-1 point to gear center, 4 A: Amount of change at each position of plate thickness) .
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ZOREKE LT, A7 VT 7 v 20, WE, Wk A4 FMOAAFEE, HicE
W Z NHEDEAEN 2b DRFEZ N D,
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Fig. 2-13 Load-stroke curves of various blanking methods.
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2.2.2.5 YOmoXmH

KM & OMEEFT % Fig. 2-14 1R 3. BUEMATIZE AW e L, HETMIZITRE TS
mEEMAAR, HERXIZ01mm, Ay b 7HETHERED 1/5TH3 0.02mm &L
7o, FLFEC BT 2RI S BER R % Fig. 2-15 1073, £ TOILEICHE T, BifrFs
X (Ra) 120.1 umBLF, RAEE Rz) 303 umUTERY, HFHHETELITVAAR
WO DAARERETH S, LEALAERD, COHEORBICL >TDOATIRA 78X YD
ZhiconTd

FHIC X > TAEL 2BE PR 2T 2 L CRHMITERWEEZ 5.

INHOLHLMICLTITE 2w, ks, XA NMHOREM X ZHEL 2L 25, Ra=0.09
pum, Rz=038 um THo72Z &h»b, TAMEITLAANEHICE->TN=y > Eh, &
A PN O KA & 258 AW ICERE & h, 2 OfER, S AWM S & 7> TNz & HER
T5. fit->T, HhsREMEoSEICE, £4ANllEot LT TiEodEea—T4 v

Ik 2UENEZLND.

Fig. 2-14 Surface roughness measurement point (thick white line is the measurement

line).
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Fig. 2-15 Measurement result of surface roughness for processing by various blanking

methods.
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3.1 #=

B2 mTIR, w4 7w AT LB Es T 2 Y10 OBk 2 ik 5 Tikx
MRt L 72, BARIICE, ~4 7 nd A RESEMIBRE G T 2~ 4 7 n ¥y~ 4 7 aifii
ORFEHI L LTEIRL, £ o8 AW TIEICHR A E R winThE e LT, BFEiios
AW TED 70 Td BN S 2 Tk T~ A 7 a2 AWM TICEHTE 2 Th b5
Ny )T 7 v AHD XA NN R 2o 2 Bk & Ve, FiTike LTRE
TE2EYVT I VAICEXAHHELNT AWM T2 MAEZA A7) v FTik 2 Tik%
BIRL 7L 2 EBRE2To 7. 2 OfER, Fig.3-1icnd ki, fEFkxEcRYOED
TWHANGI D R T 2 28, FrLike L CRRE L 2 UK & ik <l ik o #ifi 23 vl g <
HBHZEEIHLPICTL T,

T Direction of blanking 1.0 mm T Direction of blanking 1.0 mm

(a) finish blanking (b) extrusion blanking
Fig. 3-1 SEM images of the microgear: (a) finish blanking, (b) extrusion blanking.

LA L7235, MiTIEDEIC X ZMHIHI O X 1 = XL L TRMHTE Tnawn, 22
T, TNETICHHEHELAMMLICE T 2MLA A =X LDFHICH VWO TE - HRE
Zf#HT (Finite element method; AT FE fi#tr) &, @EMED I 7 o S %2 €8
WCEHIi 3% 2 & 2SA[REZR T T /7 EXELIEIPT (Electron Back Scattered Diffraction Pattern ;
LAN EBSD) T EIFIREH I LITIKZ EOBIEA A =X L 2O 20T 5.

W AW T 35\ B FE @713, BlZ1%, Thipprakmas 5137 74 v 75 v % v 7
BIIFIRAN B LW N OKE S H T A—2—L LCFE T %7\, BT 25
L Z N ORE T LY THM O ERREN T 18 - HEORARZH O 213 % 2 & T, YK
HOWMIERZRAEL 7= Y. 72, B2 V U v 27 LT o&KE & %% REE
L, UDmoukflo 27 =X L%k L7z Y, X biZ, Ayada®, Rice & Tracy”,
McClintock® D FEVERIE S P30 2 F v CO) I T O BT 5 X T8 =R A Wi D g AT 2 77\, 32
RO 7L ZERRERL LB L i e zErwz? b3 774 v 7o vF v s
I BT Y0 E OBEWREE O M %, Cockcroft & Latham!'®, REMR Vo MR %
HwTityv, EEo 7L 2926 L R L 72 #5258, FE T i a o FlicaEzTd
ZZLEMELREZY, Phyo bz 774V 773 vF v IICEBFE7 VT T VREZ A=Y
EDBERIC D W TIEMIR B2 W CliEd o 72 1419, Dl ko X 51, FE T8 AW
MTAC BT 2 I LAl OMEEC, LA N =X L OIHICHW O TE .
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EBSD %13, BRI 1 7 v g 2 E 8T 2 TR e LTHMTH Y, B
WM T 0L A /=% 5% R+ 2 FE & L<bESTH 2. EBSD i3 Fig. 3-2 1R T &
HICEERE 7SS (Scanning Electron Microscope, LA T SEM) O Tk E {{HRFL 7=
AEHCE TR ZBR L, ZOBRICRET 25 2 —v WEAEX 7 ) —vTlfibx, &
TR WS TEI OAE S AL 2 BIE T 5 5k TH 5 1718, 1993 4£1C Adam & | EBSD i
THUSF L 7 Ab i he 7 — 2 2 v, 37 v bR O 815 % 17 5 /71T H 5 “Orientation
Imaging Microscopy (OIM)" D& 2 fRIE L 72. Zhic X - C, #hsAMIEHR %z HERIcH
ZBTEHBTESL LY, EBSD EIZEEAMEIFIFEIC 310 2 i im0, &
WM TIC BT BEBA N =X LDRAETIEHEINS X9 Ickho 7=

Fig. 3-2 Schematic diagram of EBSD?V.

Ffic, Kernel Average Misorientation (LA KAM) 2213 Fig. 3-3 IR 3 X 5 i, & SbAL
WICB T 2 3 2 HE RO EER R L, BEOTAREHBEEE T2 2 &3
INTB T eprn 28, UMM TORITICENTHIMT AN =X LDOFHICER S
Tw3., ABLIEA—ZTF4 FHFRT v L x4 SUS304 OB/ TR 2 e T, #
FHEEARE 7 )T 7 v ROBRZ BUZE N7 XA — X —D KAM <= v 7't Phase = v 7

I X o THILRZEE % 3l L, )0 O BT BRAGAIE O ZELER 2 RET L 72 2. T o1
MRS SRR & N Lk~ v 7 v 3 A4 }O)EEJH\%_‘»** L7z, R ARE WEAICE~
NT VA FEEROGAARERIE O D%, ROCHEAEI NS T E 2 L INTFHE~L T
v A F*ﬁ@@ﬁ?zﬁﬁﬁbﬂf“lil?@ b Z e EHL L, YO OUMBIIRALIE DR E
R I3AE R R E T 5 L R LTz 2,

AT, U ED X e AW X 1 = X L@HICHEN R TED 2 iz v,
EEFREEEHH LTI EOWIEA =X L ZHL 2T 5.
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“;‘"‘ '\t :Boundary
s G :KAM evaluation

] pixel
- |ii3 :Neighboring pixels
iy " for calculation
1|8 :Excluded outside
“ v pixels

i . RS ; ¢
1V KAM = —Za,, i € Grain
S ” nio

Fig. 3-3 Definition of EBSD KAM??.

3.2 FEERGM
3. 2.1 FE f##fr & 7 v & fifhr 5k

Fig.3-4 iC FE f@r £ 7 v %, Table2-1 ICfi#tideftz z 2 uns. ok, AWIEOM
e 7T A ZRICOTN T T ACERE L7225, 86 2 80 7L 2 T CHW 72 F VIR,
pESER IR, RESERIEMIEAR, £ 72 2 DAL O RN ES S TR AR A 5 2 L0 b, KfE
FTIC B W THEMDICTIRESCEIVICREL G TR 2[Rkl H 5. 7272L, 2V T 7V AD
HEOWIC X 2 FEMOICTTIRESCEBIER T 21213, & AWmEICH 3 2 8877 1[I E 6
EW DM D Y, = OFEFHI I I 70 VIEEORES TH 2 2 L2 b, FIREFTO
JEIVIRECETEIERE DBV /NI Wb DTH D LEX L. fiE> T, AR OMNEIER DO ¥ v
Xyl Eis.O e AR E LCEigt L, EiFRe 7 v o 3607 & o MiH % B - T
HEFADIBR EIGITIREEBZE L v & v ) FFA S, HHIBPRTH-TH 27 VT IV 2D
EIC X BT O FIEFTIC 51 5 FM OIGIREECETETERE O IS FRETH 5 L IRE L
7o BT 2 — FICiZE R ETE BRI & 37 —E T Ho, Yifkic & X =1 L kN
CELEZNIRHV A, FRT v 7B T 2N ZEEL C5lHT 2 2 & TRWVE
WOREFE 235 & N 5 SR fRE % v 2 il DEFORM2D (Ver.11.1) %L 7. 75 v
M, BiEO <4 7 aliEO 7L 2 TR L &R CICZz 5 X 512 SUS304 # % H
Wie, rd, 7L AMLERTIIEIN TAHIC R E 2 B L T 2 728, FE fi#fricsw»
TIIMRIGTE 2> S MPRE DS TRED L 7 & & 2 RHE LAMPRNGTE 2 MRS th & L7z, v FHERE
X ¢1.748 mm, XABERFEEFREETLIS2 mm (27 7R 2um) & ffH LITIK
FETLI32mm (2 V77 v Z2-8um) & L7z Ak, wAMNMTICET2 TEDOHEIZ
—fRAIC B T B 2 7z DT IC B\ TE THERE AW TH O ERICERA - THT %8
NHEBHY, EEO T L ZML L 3HRPE R D, TEEESEZ ) Vo RS bR
BRI s v FAEmgIR I IR & LT R0.002mm DAL A %M T2, MiTELELCh Y v &
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— NV FEZEIT1.720mm, FAARIZ0.010mm & L7z XvF & X4 I30EER, 77 v
JHRNE =AY v o= Hy v x—0vF Rl E U, #I0TAIEERE L,
FIRIZIDOE, EHEKIZH 15,000 & L, 72, FABINTOMTICE T TENEHE
WORRD THGHIFHICATEEBAE T LERICKE APV ARRET LI NTVwE T L
26 20 BIERERTZHEBICE T v T IRV SICBTE Y I aL—v s VEERE
SEIN DEFHF A IR VT 7V AL W/NE L 5l AEBRICECTIRY lum 28H
A XE L, BIROHER/ NI WEELNBEATICIEAN 10um OERY A4 XICFTH2 LT
HERER R oo ERMZEM L. £/, Bl X 5 ABEEOKE 2EIC X Y i
BN TLES C e 2Pk T 2700 FEL L CENTET CERZROHEKEZIT - 7.
FAROEMF IR, FHEFIC Fig.3-5 IR T X ) AERAES (A AT 47 - YaeTy) B
AL 7SS PIma, EmIMoERe THOBROTHES 2 BES 4 R VFHHEDO =
Ty THARELERED lum CHRETEZETCTLELERSTHLZRETCRDRT v 7
T LR WERMICERIET 5 2 & T, EREDO 7L AMITHRICEIL XKD, ~v T
& XA FHTiR o DEFORM2D @ YV 7 + 7 = 7 Lic W il (WC-15%Co) #:#IR L,
SUS304 M oM EHEBUZE 1R © 5RO EERRTFIC X 0 1§ 5 17z Fig. 3-6 IR 3 ii#hG ) —2
HEOFARMREZFERAL 2. AWM TICE T 2HBOMRIEEICIZ, 774 v 77 vF v 7D
FE T ic R < i & 21T\ % Cockeroft and Latham!'O D IEPER#ELAER (DA »T X X
— VMl CERDF. XA =Vl CRPIMTHMOEERE OF REFEICH > TR L7-fET
HY, % OEPMEEE ORRME RFEX A — D) IGEL 2BRBECldE e LTRET 3D
DTH 5.

Punch
¢ Dp
& Db

Fp i R - \ J{FB
Work material t %
7
Fe | X
Cl

Blank holder

¢ Dc Die
¢ Dd
¢ Dw

Counterpunch
Fig. 3-4 FEM simulation model.
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Table 3-1 FEM simulation conditions.

Simulation Model Type Axisymmetric Model

Object type Workpiece: elasto-plastic ( 4 D, : 3.5 mm)
Punch /Die: elastic (#D,: 1.748 mm, ¢ Dy;: 1.752 mm,
# Dyz: 1.732 mm)
Blank holder /Stripper: rigid ( 4 D,: 1.7485 mm)
Counterpunch: rigid ( ¢ D,: 1.720 mm)

Clearance (C) Finish blanking: 2 um

Extrusion blanking: —8 ym
Blank holder force (#p) 1000 N (50% of maximum blanking force)
Counterpunch force () 400 N (20% of maximum blanking force)
Blanking force (Fp) Non-constant value
Radii of tool cutting edges K,=0.002 mm, K;= 0.010 mm

WC-15% Co

) . Young’s modulus: 524 GPa
Punch and die material ) ]
Poisson’s ratio: 0.23

Density: 15.7g/ cm?®

SUS304 = 0.1 mm

Work material (Workpiece) Young’s modulus: 193 GPa

Poisson’s ratio: 0.3
Fracture criterion equation Cockcroft and Latham
Friction coefficient ( ) 0.08

Dﬁ»'

Fig. 3-5 Negative Jacobian mesh shape that stops the calculation.
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Flow stress ¢/ MPa

0 L) L) I
0 0.1 0.2 0.3 0.4 0.5

Plastic Strain &

Fig. 3-6 Flow stress-plastic strain curve.

C =[5 Mexde M)

TCC, CIIBIESYE, omax IAKFEIGH, GIIMHHIET), 3HEOTHERT.

EEEUERE, BT EZH WAL Xy 32—y a vy Y 7 o DEFORM2D 23#dt 4
2EESILCTO0.08 ICHELL. b, 2ZVT 7 VADENICXBEBRKOFREIR, T
Hicxf g 2 EEIGH & TEEMBHOTRVER ETH S RHEL CHfEE Lz, Tz,
I E TRPICE W CTERREN K E ST 2RI H 200, BERERLS-ETH
>TH FE BITIZ7 7 v F v 7R E X BT 2 2 LG DEINTw3 2 L h LA
LTI Z DHIR % S35 I BEERE & —TE ICRE L 7-.
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3.3 MR L EE

3. 3. 1 FE fi##r

RIFED 7L A TR, EFREEEHCT A 7 uF YoM LE{TH &, v F
DHRIE D) 80% 152 L 7= (il CHEWI 23R4 L 72, % & CHEWIRAEDFRFICOWT X A=Y
i CZMWTH LEDOHEK%ZTT> 7. Fig. 3-71C, NV FIRED 80%ICEL (& ICH
J 22 A= MEDOHIREEZ ZNZE R, F 7z, WEAlo YO O A X 4 NEERNICIH
> THEITS 5 LE L T Fig. 3-8 IR T 74 v LD X X =Ml COMEERE% Fig. 3-9
INZRd. Fig.3-7 200, EEFREERI AV FAHRE XA FHE/IL I ICLTH R
—UREBIN TV BT AR TE, Fig.3-9 TlF, A —VHDREKMEIZ v FEHAN
T 15 E, /N Td 09 L EERLZ, —7, I LITIREED X X — Vst T,
SN F IS S FAEIC T TE LA =R L o T B A, X4 EECIZIZL
BER LN, Fig.3-9 05 X X —VfHIZ 04 2 THB#ER Lm0/, XA —VEOMRE%R
Fig.3-9 2> H3k® 2 &, fh B & I e~ T LATHR & 1613469 85% DRI & 7 o 72, &
A—VERMEN T L IMREIERE L Db W I ERL, T IFERD L 2T ER
T LT Z B2 L 720 o 7255 & —303 5.

é Punch Blank holder : Punch Blank holder  Damage value

é : 3.00

i Blanking i Blanking » 3 I
é direction : direction 56
i i Scrap side i i Scrap side 168
i : 1.50
113
0.750

0.375 I
Product side Product side e

i Counterpunch
1

1
1 Counterpunch
1

(a) finish blanking (b) extrusion blanking
Fig. 3-7 Comparison of damage value defined as the integration value corresponding to the
evolution of the maximum principal stress gmax for 80%t punch penetration between finish

blanking and extrusion blanking: (a) finish blanking; (b) extrusion blanking.
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Punch Punch

Pp

N\

Punch bottom line

(a) finish blanking (b) extrusion blanking

Fig. 3-8 Measurement line on the inner wall of the die assuming machining progress.

——CL =2um

—0—CL =-8um
1.5

Damage value
—_

0.5
0 \\“W‘_._._*_
0 0.005 0.01 0.015 0.02 0.025 0.03
Pp Distance /mm Pd

Fig. 3-9 Comparison of damage values between the finish blanking and the extrusion

blanking from the punch corner Pp to the die corner Pd.
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K, v FDRAED Fig. 3-7 LRI L Step Ik %, I —+¥ZIu) D434 % Fig. 3-10
I, 7z, [BRIC Fig. 3-111Ci3 Fig. 3-8 T/RL 774 v £ I —¥ R5HE%Z /RS, WL
BB TNy FAIMMTEZRE I —¥ RGN & BEICK & 7B v IdiER T E X
Uy,

1 1

' Punch Blank holder + Punch Blank holder ~ von Mises stress

. i (MPa)

1 .

: Blanking i Blanking

. direction : direction s000 I 7

i i 7880

i i i 6750

! ! 5630
4500
3380
2250
1130 I

Product side 0.000

i Counterpunch

; Counterpunch

(a) finish blanking (b) extrusion blanking
Fig. 3-10 Comparison of von Mises stress for 80% ¢ punch penetration between the finish

blanking and extrusion blanking in Fig. 3-7: (a) finish blanking; (b) extrusion blanking.

8000
7000
6000
5000
4000
3000
2000 CL = 2um

1000 CL =-8pm

0
0 0.005 0.01 0.015 0.02 0.025 0.03

Pp Distance /mm Pd

von Mises stress /MPa

Fig. 3-11 Comparison of von Mises stress between the finish blanking and the extrusion

blanking from the punch corner Pp to the die corner Pd.
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Rk ICR K EIST150 4 % Fig.3-12 1, 7=, [EfkIC Fig.3-13 1cid Fig.3-8 TRl 727 4
vEoRKRERHEERRT. tEFKEZOLE, Bl 22 7y FHlloM oM EHT
2000MPa % #i 2 2 5|5RIC I i L le o T\ b, — T LITIK & 0 B 2571 13 EH
J571 (A DfE) & 725 T2, BT O 5 [ERRERIC X - TF 6 L7z 53R £ 2849 1000MPa
THoTl b, ZhEBA LRGN AWERIC 2RI Ev/-2 & oft BT
WKEFEIIBWIICE - 72 L HERT 3.

1 1
! Punch Blank holder : Punch Blank holder ) faximum principal
! ! stress (MPa)
: Blanking i Blanking
i I . . 5000
i direction i direction I
i i 4000
! i Scrap side ! i J Scrap side 3000
1 1 L
[ AR Y 2000 I
| \ 4 ; Wa .
] ! 0.000
E Product side : Product side -1000
é Die : Die -2000
i i ) -3000
. i
i Counterpunch i Counterpunch
1 1
(a) finish blanking (b) extrusion blanking

Fig. 3-12 Comparison of maximum principal stress for 80%t punch penetration between the

finish blanking and extrusion blanking in Fig. 3-7.

Maximum principal stress /MPa

7000
6000
5000
4000
3000
2000
1000

1000 0 0.005 0.01 ; 02 0.025 0.03

-2000

-3000
Pp Distance /mm Pd

Fig. 3-13 Comparison of Maximum principal stress between the finish blanking and the

extrusion blanking from the punch corner Pp to the die corner Pd.
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7%, FE o “XItE 7 Mic B W TR FHISIREZ fi#tiT L T\ % 729, Fig.3-141C
N E =D NI o CHBEZBT WIS OEXIE 6N 5. o T, DL
ICHEET 2 & XN BEWKIEIRSI O Fig. 3-8 TR L7274 v Eoffiiz, R (2) omKFIEH
amax & FKEIS )] 0, Bf%2> 5 Fig. 3-15 IR T X574 5. 22T ol3W|EINT), riddA
Wi 2R3, Tk EEoGaiEale 27 7 v Fllof oMk cldo v F fEft
VTT 2000MPa 278 L, &4 AiRiICA» > TADER & >Twb, — T LITREET
X, NV F AR R D BDOMEAKE L, X4 MK D > THEOKIEIEIZE T LT <
fRE o7z, /2, RREAWMIGIIILE Fig. 3-16 ICR"3 X 9 1C, I —¥ RGN & FERICH
HLATIR & E 08 v FAEHE DI 23E EFk & B IC e~ T 25%FRE{E N 3 2 55 7n

> 7=,

5]

O nin
0 ; \ S o
E(O'x + ary) = om
(O-x'! rxy)
.r1 e ——— 3 :
T
Fig. 3-14 Mohr's stress circle.
5max=1(a +0)+l\/(a —O')2+4T2 (2)
2 VX y 2 X y xy
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Hydrostatic stress /MPa

3000
2000
1000

-1000
-2000
-3000
-4000
-5000
-6000

Pp Distance /mm Pd

Fig. 3-15 Comparison of hydrostatic stress between the finish blanking and the extrusion

blanking from the punch corner Pp to the die corner Pd.

Max shesr stress /MPa

4500

4000 —0—CL =2um

3500 —0—CL =-8um
3000 ./’\‘\‘-’*H_._‘_._
2500
2000
1500
1000

500

0
0 0.005 0.01 0.015 0.02 0.025 0.03

Pp Distance /mm Pd

Fig. 3-16 Comparison of max shear stress between the finish blanking and the extrusion

blanking from the punch corner Pp to the die corner Pd.
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Fig. 3-17 Comparison of material flow for 80%t punch penetration between finish blanking

and extrusion blanking, in an enlarged view: (a) finish blanking; (b) extrusion blanking.
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3. 3. 2 EBSD fi#tht

il 7LD & AW A 5 =X 1% FE TN 2, Yl o EBSD @it % 11 - 7z. EBSD 434t
DY v I NVEERTIE, FFTIRDICH TEICE W TREDH 60% % Fik % L 72 HiE & [/9 4
AD=A4 7 aX¥YEERK L7, RIC, Fig. 3-18 1CRT X 5 IC Wi &2 MERK L 72 2 1 KM
WIEEL A 4 2V v 7okl 2 5l L L7-. EBSD ##hrid 15 kV D hiEEE &
0.15 um D HIE I CHRAE D FEIEE % f##T L 72, Fig. 3-19 it Bk & s X O Lk
% k0 KAM v v 7H#i8 %, Fig.3-20 < i3fiftH~ v 72 2z 3. WL KAM
2y BTV FMEE X4 REE A SEBICKRIINED 5 B ReiEE) o0
ARDOENTY THGH LTS, £/, A—R2TF 4 M GROFE) »b~irT7 v 44 b
H GoiEs) ~oHZERIZ, KAM~y 700 FADEWEETHRELTwE 2 L ib
225, 7272 L, fE EFREEOLEIX, 0T ACHAREL K E Wil AW IcER LT
Wizoiexi L, il LITIRZRICBWTE, TNOOMHEMA R 7 7y Flicy 7 P LTw5,
Z = ¢, FEMBHrEERIC Fig. 3-19 35 X OF Fig. 3-20 10K L 7= — S8 () 1cih - THLE,
oY) OH2MER TS EARGET 5 &, M TIEIC I W T— R Lo KAM fHICE W 23R
%5, Fig.3-19 0ria b b £ To—MHRICIHA - 72 KAM i % Fig. 3-21 I</R 9. I
FFkEEClE, Ma2biib o KAMEIKIZIZS ETh b, —77, M LITHkELT
X, KAMfIZsia Z0Icf 2 T, SMbicfdo THMLTW3., b DRI, #
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BICR > TR ICHEbLOLT I 7y 7 - B REL o722 L%, FEMITICX - TS
ONT-AERDIGIVIREDEMEIG T TH - 72720, FERDOHRIE Y &8 D LR KB ic X
D27 Ty 7 DIENCER 720 D L HERT 3.

Observation area
*

Em—

Fig. 3-18 Observation area of microgear for electron back-scatter diffraction (EBSD) analysis.
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Fig. 3-19 Comparison of kernel average misorientation (KAM) map for 60% ¢ punch
penetration between finish blanking and extrusion blanking: (a) finish blanking; (b)

extrusion blanking.
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Fig. 3-20 Comparison of phase map for 60%¢ punch penetration between finish

blanking and extrusion blanking: (a) finish blanking; (b) extrusion blanking.

63



o 4
[P}
50
&)
2 3
[}
=
§ 2 Mi M
> —_
S
0
0 20 40 60 80 100
a b
Y axis /um
a) finish blanking
5 o
8 4 - °.‘..*: = ﬂ. -e
Eo o-r..:.aa L ] .
Q 3 M ..e:.:. i R
§ s = }'.’Do B : "
c; 2 - e L 3 .
Min  Max
é 1 -, Edo s
0
0 20 40 60 80 100
a b
Y axis /mm

b) extrusion blanking

Fig. 3-21 Comparison of KAM values between a and b of Fig. 3-19: (a) finish
blanking; (b) extrusion blanking.
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3.4 %5

B TR E & L LITIR B ICB 1T 2 e 4 /I A 7 = X L D % FE figfic X
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FE fi## J Of EBSD f#HTAE H 2> 15 O 7= i AL /MHI A A = X LU T e B0 TH B
EEZ 5.

(1) FE fEMi#EHR» 6, th BTk & kogs, v FETOMEHI XA NERICH 2> TIRIE
FEEICHEIL, ZOHNICHS XHICLTRZ 7y FlOME S HEIT 2. #t - TR
ZEINTAT Ty THEBBAOBNICIFFIIRY OIGHBAET 5 2 L TX A —VfEDNE <
5. ORGSR, Wz T

(2) ThicL <, HLITKEEoSA, ~vFMHom A DETICH 2 X4 AEs B
IR FUCHPRIREN A 1R 2325 L 7. FRIC s B AHE ClIMEI2EN 2 X ) i@ L Tk b,
Z DRER, TEMEICH MBI & 2 L XA = VfEIR ERE T A IH T X 3.

(3) EBSD f##ii 2> &, i LITIK 2 K TIZ O A D ER-CHIARES D 7 ViR 2 i THEfT T
5L CHEMAENGITE, I51CF, OFAERI) 7ML OTAHIC K > TMLEE
ftL, HoMIHR~L T v H [ FPERICK > THfbL TR 2 enb 2 Iy 2034 L
LT WVIREBICR > TR ICHEDLT 77 v 7 -3 RAE L ed o722 & 1%, FE fighr
T X o TR LNAERDOIGTIRENIEMIC ST TH o 727280, fER DK FidE » &8 0 w1k
BRENRICEY 77y 7 OWMFNCEDR o 72b D LHEFET 2.
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4.1 ¥5

H2E, BIEWTE, Ao EEAMMTICaZs VT 7 v AT 5L
T, YNz g AW CMIL T2 2 ERA[RETH L 2R LD, AZ YT 7 v A%
WEEFTIREMBEEFE S ko7, CoZ Lid—lGme LTy FOE - BEEDARECAR D
THAHH T brpL Y, ZoffE, VIDHIREICGEEZRITT ZenFE2on5, AN
MIicE BTy FHE BRI EERED —-OTH Y, ThETICHEHEANICET 2
TR & v F A ORI LAITONTE 22, fl2iE, EARLIC X 2 TEHYUINH O EEFEHRE
DO Y, FiH S I X 2 TEYINNEFEOMETIRILOMEE Y, HbIcX5 27V T 7R
THEFOBR Y7 & O EBM AR RS HRE SN T2, $, BEfTZHVZ> 3 2
L—va vy ThRRA &G0 H 5. flz i, 5 S ZiRe 7 v ic s » T LR 2 R ARIC
BOET 2 & CLHEICHhH 2HYICT %KD, PIHABEFERS N L CTRRET L 72 ¥, Hambi 1%
AIREFR a— FOBERETHIET V2V T 7L AMTICH T 3 THEREM R 2 HE Lz .
Falconnet & 123iE DTk X 1Ic 351F 2 BEREfENT A& L 7= 07,

ARETI, B2V T 7 vRACET 2 UNTEOFERICH T 72 st omR e L
<, YIOHEICHEMi23E U Wk, BoXv FoamP RN e 2 5002 BEEL 72, 5
Hloi, YDHERE~DFEENRKE I VT TV REANTA—2 =L LT, A2 VT TV
A, NIV T TR, ¥R T YT T R aBER UITIR & B OVF IRER T 5> & o 55
EEBREEL 72, R, EFERZHRET 2 & THAMMECTATEL X — 3K/ L, 4
MR T2 200, A2V T 7V RICBT BNV FOAMBEKBT 3 Gk LT, ¥
VIR AEICHUNGE C HAMMT 2 2 EMET L7z, ZoRMBIZPWoN vy F 9L LTl
TRTw3 TEEmSIcHEZ M2 oy FmnEonhEhZ2EMNL, THD
fitheft &4, MW v v 7nmbEd s & ahdHEifiaSFic Lz REETIX, SvFe
KA Sl i LR 2 i LA sk 5 C HiBREZMIL, #inTMs o203 25 % T
DIEM %R AT, BARICE, ETARERERBTZHWC, CoREo CHyA4XE2)
77 vATHNIYIOmOBER A HH &, HoNvF~OBAMBPMEILI LS 21D nT
BEEL 72, R DAL TCE O CHIA XL 27V T 7 v 2EEEHWT 7L 24Tk &
FERT 10,000 ¥ 2 v P OEFM T 2T, YIDEIRE L v FHREERRZHERT 22 LT
HEOFELEZBEEL 7-.

4.2 Fl 7 V7 7 v A DWGEEEER
4.2.1 ¥THR & 58

A7 IVT 7VARVCZORKRE LTH/NZ VT v REXT VT IVREI VT TV
REMFEE LTERIRL, £2 V77 v R2CE T2 7L RITIRE EE 2 O U OHICHEBI25 4 ©
WS R MEE L 72, BN T RN S B 7 e v HIORE = 0.1 mm, §§ B=20 mm
@ SUS304 @EEIEM & L 7z, MElo B RF4: % Table 4-1 I78 3. Table 4-2 I2i%, &
MTBED v F X4 DOl X CBEERE 2R 3. RICEEEICE T 3R T 28
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E L CHERE L 79Tk & vk o TS X % Fig. 4-1 12, £BEEHI{EA% Table4-3 icZz Lz L
AT TR E X, Dp=¢ 1.748 mm OBIERIL NV F &, XV F L XA DI VT TV AR 2,
0, =2, =4, —8um &7 5% X5 %aNE (Dd) OB L4 LflAGbE. kb, 77
ADY VT T VACEBOTREIMTIMOREUL LD Ny F X b a— 7 B0[EETH 5728, ¥
ORIV T I VAICEWCIEI NV F R e — 8RB EE B L, Ry FeXA4R
el d 2 EEEDS B 5 (B IS I LA A 0.0lmm O REZFRITTHBEDT, NV F XL
0 — 7 BRESICRoTH, Xy FEXAFTHLARY). #oT, AZ VT 7V ADEE
CEANVYFR =7 ZIRED 9% T EIEDTEY D1 %IEFERORAT -V TRKEE
L7z, AN AMMTICE T 22 7y 70RELZMGIT 22 L2 HWIC, BUN
DIA R AR T L DAYV Z—NvFEROE, WA TIZaANRTY v 7%
WTHRAKTHI 500 N & L, ¥ 2 SRR D775 TR 200 N ICERE L7z, TR E i
DOHFEICIE v F FHice—Fer 2%, 7L 2D 254 FEMNEA L —F —Bh 3
THIET 22 L CMER e —2RXE2H- LR 774 v 77 vF v 7EHO T
AT R, FROEEZRETZ 2PHORI Y 2 —F—F 7L 2 (DT-J515
M THFFERTRL, ANERES) 50 kKN) % FHvs 72,

Table 4-1 Mechanical properties of work material.
Tensile Strength (MPa) 896
0.2% Proof Stress (MPa) 583
Elongation (%) 47

Table 4-2 Material of the tools” composition and mechanical properties.

Composition and mechanical properties Punch Die
Composition WC-Co WC-Co
Hardness (HRA) 95.0 91.5
Compressive strength (MPa) 6880 5400
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cL Punch

Dps / Spring Dp:
= / Blank holder
Work material A él
| \ Dd, h=
Dd, Counterpunch Dd,
(Dd- > Ddly)

(a) 99 % Extrusion (b) Knock out (c) Blanking

Fig. 4-1 Schematic of extrusion blanking used in the mass-production progressive die system.

Table 4-3 Blanking tool specifications.

Items

Value

Clearance CL (um)

Punch outer diameter Dp; (mm)
Die inner diameter Dd; (mm)
Punch outer diameter Dp, (mm)
Die inner diameter Dd> (mm)
Die radius Rdjin 1st step (mm)

Die radius Rd; in 2nd step (mm)

2,0, =2, —4, —8 (2%¢, 0%¢, —2%¢, —4%¢, —8%¢1)
1.748

1.752, 1.748, 1.744, 1.740, 1.732

1.740

1.750

0.01

Nearly zero

Counterpunch outer diameter
Dc (mm)
Blank holder force (Fp)

Counterpunch force ()

1.730

500 N (50% of blanking force)
200 N (20% of blanking force)

4.2. 2 FE it
HREEBRTHRONERZ 2V T 7 v RiCEF2YI0OMH L v F AR T 2 E K% FEMR
WMFEDOW, RO=Z20DNELHIT-72. —2HIZ, AW THEEICAE T 3519 Y /EiE
DERKEICT 2 DIEVERESAE (LAT, £ A=Vl O %Ko, fTikE EEafEH & FE fif
WG ROYIOH 2 L L7z, —2HIL, HELAMMNLEOREEANI A —X—D—DTh 5
FoKIEIGH Z R L7z, ZoHIZTIRE S v F i 36 % K L 72, Fig. 4-2 iICHRE
FiEvIar—vavofiTE T %, Table 4-4 ISt 2 2 nEF Ry, fre T
(IRTEE & [FRRIC T IRE ] % & g L C ool 2 et FRifih & 3 2 et fre 7 v & L, fi@fra— F
I IF TR DEFORM2D (Ver. 11.3) i L 72. »S v F, & 4 (35EARcEHEEIZH 10000
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TEBHGRIZIDIY, 75 v 2 hA X —/Z ) voi— Hyvz—o8yFHlE #nT
P HIE AR CEE R B4 15,000 CERETZRIZMGAIE & L7z, TENEREA DT IC
BT TROCHEHIPFICEESEF LERICKEARORABRET I LI TVwE 2D,
BWHEY A ZOREICIIERESA X7 )T 7V ZOBBIRINTBEINETDT 74
VIR vIICEBF s Iat—va VREROESHIC L, BARIICIZER S A X2
V7 7 Vv A DNS LR B{H, REBRICBWTIIA lum 2 HEV A X Lz, T, Wb
HFICEZEDPRELK LB L EEGEICHET AR I CLE S C e 2fi<zo, HIRoFE%
1oV Ay v 7Biex ALz, Ny F L L4 1E5ko DEFORM2D © Y 7 v =7 |
B WM (WC-15% Co) ZIEIR L, #NTH ©H 5 SUS304 M o kbEE L Fig. 4-
IR TEER Y B EEE R IC X W Ao nzimEe T — 807 Al 2 L 72, A
Wiin Tic B3 2 Mo FHlic oW TiE, R TFHIAAREIC R 2 & & 2R3 3CHR 2 ICiEw,
Cockcroft and Latham OBESLER (D2 o/ oNnd XA =V CHWE., 22T, Cik
ZRX—=UVMl, dmax (FIRAKFEICT), MG, 3BT AERT. £, TKE2E
T32BRETHRETLZ27 7y 7 - WHFEFREEE W2 HW TR L2, BRI, %
FWHED XX — Il CHOWIEERFAE Cor © 1.5 1L, HoZ 0EHRED 4 {H L i L 72
WCHBEXHETIHREL LT, b, BRHEERERBREIA XORELREIZIT, £
MEINEBRORUPERE LR ETIONPERLLT LAY, BEHEHELAY
BEICHARIE & O T HROBREEIGEELH 2 REERH 5. ZOoXHELE LT, 2 —EDH
FHDBRRLEA = MEXBAT-BREHET L2 TIONEOTAHAORBEEMERL, BER
o 4 HIXFERTOMITERIC BT T L AERRERL R BL2E&Thoel b2 b
BOEMHIC L7z, E72, BIEIRSYE Cor DFEM 15127 V7 7 v X 2um OFTIREFEERICE
W CHEWTBHIE 2RE D 78% TH Y, Z DFRD FE T X A = CH 15 THo7/m2 &
WCHDEHEE LT3, BEEREOBE X, TEICHBIEM % H s 72 BRI B R ML L
HRERFFTOHE WESFiIC, BELHZHAWZLZCYyIal—vary Y70
DEFORM2D 23484 22 ML C0.08 ICAHE L. b, 2 U T IV RADENVICLS
PEBREOBE X, TEREICHT2RENT E TEHEMBEOT ) ER-ETH S LIRKE
LCEfEE L7z, 72, TR E TRPICEOCTEEBRERRKE (BT 2BERH 20D,
PEIRES—TETH->TD FE RITIZ 77 v ¥ v 78R L X~ T3 2 E3Ey WEh
T3 Z ORI TIZZ DR % SF I EEERE  —EICRE L 7=,

C = f;margg (1)
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Fig. 4-2 Finite Element Method simulation model (axisymmetric model).
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Fig. 4-3 Flow stress—plastic strain curve.
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Table 4-4 FEM simulation condition.

Simulation Model Axisymmetric Model

Work material: elastic-plastic

Punch /Die: elastic

Object type
Blank holder /Stripper: rigid
Counterpunch: rigid
Clearance CL (um ) 2,0, —2,—4, —8, (2%¢t,0%¢, —2%¢t, —4%¢t, —8%¢)
Punch outer diameter Dp (mm) 1.748
Die inner diameter Dd (mm) 1.752, 1.748, 1.744, 1.740, 1.732
Blank holder diameter Db (mm) 1.7485

Counterpunch outer diameter Dc (mm) 1.730

Work material outer diameter Dw (mm) 3.5

Tool cutting edges R,=0.002 mm, Ry=0.010 mm

Blank holder force (Fp) 500 N (50% of blanking force)

Counterpunch force (F¢) 200 N (20% of blanking force)
WC-15% Co

Young’s modulus: 524 GPa

Poisson’s ratio: 0.23

Punch and die material

Density: 15.7g/ cm?®

SUS304 ¢= 0.1 mm

Work material Young’s modulus: 193 GPa
Poisson’s ratio: 0.3

Ductile fracture criteria Cockcroft-Latham

Fracture critical value Cer 1.5

Shear friction coefficient () 0.08
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4.3 fER LB
4.3.1 7L ATk & FBRkE R

Fig. 4-4 i1c, TREZEHHONEZEZ VT 7 v AICE T 24k Y)H O SEM 5H %
ZNZRT. CL=2um BT 2 YOOI, IIEDK 16% 37241, & ABTTH 23 62%,
MWW 28 22% & 72> 72z. CL=Oum, CL=—2pum Cl¥, 7ZH e WrmotTIZETL, &
JOMRTIHEER 2311 E L 7= (CL=0 pwm; 7240 13%, &AM 77%, Tl 10%, CL=—2um;
7240 12%, AW 78%, BYWIH 10%). CL=—4um TiX, 7K TICH D LK
Wi IXHEREC&E K o 7228, (DOMHRXIC/R T X 5144 RIS X 5 RIBREE»4E
U7z (1 10%, &AW 80%, 2K 10%). CL=—8um & CL=—4pum & ISIEFRE
DIERTH o7 (1 10%, AW 80%, EILH 10%). =k, ZibOEFITHIET
ATz XD IR 2 7 EEAfNIC K W BRETE 2 LHER L, B - fih e LT C %
25DTCTHBEEZDL. [EoT, CL=—4um £721%, CL=—8um D7 VT 7 v A%HH
T5Z2ET, PR HOoWWmo Wil Limz&Eois Z L 23 L 7-.
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Fractured surface; 22%

Burnished surface; 62%

Shear droop; 16%

(a) CL=2 um

| Fractured surlace; 10% Y — Fractured surface; 10%

Burnished surface; 77% Burnished surface; 78%

[ Shear droop; 13% I — Shear droop; 12%

(b) CL =0 um

Deformation part; 10% I Deformation part; 10%

Burnished surface; 80% Burnished surface; 80%

b Shear droop: 10%

Shear droop; 10%

100pm

(d) CL=—4 um (e) CL=-8 ym

| Deformation part

Burnished surface

——— Shear droop

(f) Schematic view of the deformed part with CL =—4 um and -8 pm viewed from the side

Fig. 4-4 SEM image cut surface of various clearance blanking. (a) CL = 2 um; 16% shear
droop, 62% burnished surface, and 22% fractured surface, (b) CL =0 u m; 13% shear droop,
77% burnished surface, and 10% fractured surface, (c) CL= —2 um; 12% shear droop, 78%
burnished surface, and 10% fractured surface, (d) CL = —4 pum; 10% shear droop, 80%
burnished surface, and 10% deformation, (¢) CL = —8 um; 10% shear droop, 80%
burnished surface, and 10% deformation, (f) Schematic view of the deformed part with CL =

—4 pmand —8 pmviewed from the side.
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RIZ, TV AR E BRI VB ONITIKEMER + v — 7 X% Fig.4-5 1cR"d. 7Y
T 7 VAPREAT B HTIREMEREL Ao T ZLBRIRL VDD 5. AW
MO N/ CL=—4pum & CL=—8um % t~x2% ¢, CL=—4um OF3FTIK Z ff 13K
WZepb, fIIKEZERIOBONZREZ VT 7V AIX CL=—4um TH o 7.
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1000
800
z ——CL=2um
§ 600 CL=0um
CL=-2pm
400 —— CL=-4um
4 —CL=-8pum
200 g
0 /?{
0 20 40 60 80 100
Punch stroke /%

Fig. 4-5 Load—stroke curves for various clearance.
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4.3.2FEITIC X 2% 2V 7 7 v ADYIOMEERDELE

FERITIC X o CTHRONAK 2V T 7 v ROYJOHE O X X — V{4 % Fig. 4-6 iIC =X
WRT. 2VT7 IV ACLA2um, 0um, —2um DT, £A—JfH CHE 3 E
THRONIBIERAED 1.5 22722 & CERMBPHEEINERICESLZ L %RL, CL=
—4pum, CL=—8um TREWBELRnwZ By Ial—vavaink £2I07 7V
A D FE s R 1E, 1K & 58D Fig. 4-4 o0 & o CRLAMAZVIOm %2152
ERHRTWE, F A=Vl CEFldoRX (1) WRLZzX e, mRERTO T AERE
Ko R EP DR ON D, Thbb, AWML ICE T 2515 K RAFEIGHH
77 ADME) BEOEEA -V CIIREL RS, {toT, XA-VH CHREL LR
WEIICT BRI, 7B AR TAEEICE RIS 232 2 v X HI1CT 5 2 & BEE
TH 5.

Blanking

Direction

l

(8) CL=2 um (b) CL =0 pum (€)CL= —2um
\
SEM observed cut surface.

Damage value

1.50 I

1.31
1.13
0.938
0.750
0.563

0.375

0.188

(d)CL= —4pm (e) CL= —8pm 0.000

Fig. 4-6 Comparison of damage value C of various clearance blanking. (a) CL = 2 pum, (b)
CL=0pum,(c) CL=—2 um,(d) CL=—4 um, (e) CL= —8 um.
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Fig. 4-7 XM EINE O IEIHRRB ISR T 2 L 5 2 2 MRl o JRERE % JiBh® L & B 77
TRL, 27 V77 VATHBLEZDDTH S, Ak, o X X —JHOMEN T Tl CL=
2um IZB T, WEDHK 78% £ TV F5E L ZBRICHWI 2SBIE L T a2 e b, 2D
FHIOWIED 70% £ T3V F 23T L 2 KFSIC B T 2 RHRBI O&E W2 iR L 72, £ 72,
BIRLLTWE I AV T & X 2R AMEGEE AR L TORL T 5, KF ok
o — IR 1T Y v F RIS S EEICH WA TH Y, FE RITOHEFTICHE S v F5E
I ORIE L D, CL=2um OEE, R EOHEIZIZIEETH S L oMERR L
— XN B e BHEHTE L, —TF, 7V T 7 VvARER, w4 FRICHRBICHE XA M
DOMENRENEE (3B o T b, Thhd, MEOMNWSBES A2 ZRL TS, M
BlofnsE ns 2 e el 227 7 v FlloBoMEHIERIE N G2 &3k
STW5,

Scrap side Blanking

Direction

Die

i
Shtif

Proauct side™”

(a) CL=2 pm (b) CL=0 um

Velocity

(mm/sec)

1.20 I

0.600 |

0.000 l

! i
(d)CL= —4pum (e)CL= —8 pm

Fig. 4-7 Comparison of material flow for 70%¢ punch penetration of various clearance

blanking in enlarged view of shear deformation area.
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MRNRE) D Hliz & FRRICEOKIEIG T Ic O WTh EE 2T, —Kime L TE&EI3EKIE
ToiEMERAm ET 2 EE5bhTnd 2, LiALaRs, FErick > <Eon3Iahe0
THOERIWIMTHOFRRE > OB LT — 2 ICHOEHEI R TV E 2o, FiK
JEIGHIC & B BN R IZMEK T TR, 7223, EMTICE T 38R 0iEs & L
TIEFOKEREZ T e YOO a v b o — A icfgiro 2 L AE 2 b5, Fig. 4-
8 ITHRIED T0% E TNV FBHEEALZBEDK S VT 7 v ADEKEICTni%ERT. 7V
T 7 v ADPI T, BTty F e X4 OB OEERO KL X B OfE K E <
75D FOKEAEEIN L T 5. & OFFRITIMHNGNIC AL @) %, TR H 2 FEEFR L
TEHKEZMEGTE B Z LT, [EREMD7 74 v T I7vF v 70X 5 iclifzic VY v
THRAWDZLICK 5T, AWMU & FOKEIG ) % (15 Utk z2 #0632 75
FEEIZRRY, T AR~ AMITKIRTE 2 LHERT 5. KT, 7L RBEROINITERE
NeRELTBZLRTLAEORILIC L BREERTABEINE 720, 4 7 0diA
WinTic & - T, BKEIR 2 ZTHEICE R &2 2 L IZMIREOB S, O b #EAL
b EEZD.

FoKEIS N o =i E & U<, 80U O o £ &2 A4 NEER IS - THETT 5
ERGE L T Fig. 4-9 1R $ 74 v Rt 2ifKE)E) % Fig. 4-10 cZz2hZund. 27 )
T 7 VALY T BICHE, BOKIEIC S~ A4 F R ) HoKIER#H A > Tw b 2 &K
IRE V05, FBOITIK & BERCHBI 24 U Wi CL=—4um L FTH - 7228, %
DEMIT BT % FEMENTTIZ — 1300MPa LA F OEKIEIC T BB ETH 5 2 LR ® I Nz,
a3, MSH % 4 AW 215 2 113K —700MPa O#KIEIGHRHETH 5 2 L 2 EFRS
FHRE L CTnw3d ¥, E72 Kaneda b b [AERD EERIC 35\ THI—800MPa D Ei/KEIG T 2346
HCThDHILEMELT0E W, REBRTH LN —1300MPa &\ ) FKEIGI 1, #—
AZATFAFRAT VLA T OTRIC L > T THE~ LT v A4 PEELIKLT 3
MElchdcezFEzsl, MLV bEL, MEVWICKEZTE2bTTH RN Lh Db,
BHOREZY R TH L EFEZ L. HL, HHBL 7 X 51043 FE BT IC 3B\ T EKE
671 DEBIETER B ITMK X T\ 728, FE @N o5 o N8k EIG ) 27372 0
TRYIOERELZ EfECTFRITCE 330 CidaLl, YNEFHcE T 2 —2o0nHEENt L
U CHBIRBGHO I X & 2 A D 5,

Fig. 4-11 iC Fig. 4-9 £ A {14 R # D Pd i BT 53y F OHMETICHE 5 HOKIEIL T D
Wa% s )T 7 v AR L 2R 2 R T, kT — ZHUSHEIF X Pd sUC#in THF
D3NV FOETIC X o THSIATER S ED 30%% 5, CL= 2 pum THWi234: U 3 ERT
DWIE 70%ETE L7z, v FETHRIE 30%DERECIE, CL=2 pm TEOKEISIZ
#10MPa, CL=—8um TH]—500MPa &7 ) 27 V7T 7 v ADENICL D HRKT 500MPa
FEE DA DBHER T E 72, NV FHETHRIE 70% DEEFE T, CL= 2 pm THEHKEGT 13H)
—300MPa, CL=—8um T# —1800MPa & 72 b ¥ v F DiETICHEV 2 DL L 72,
ZZT, Fig. 4-5 WRLZTLAITIRECRONAMER F v — 7 HKICE T, RED
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30% DS COFIREMEITZ 2 VT 7 v AHRZL L THIRIFFA L TH o 7228, #KEILS
ICI13H) 500MPa DA E L 722 &%, MTOWMABEES2S CL=2 pm, 0um TIXEIERIG
N X2 FRIBEOWM, B2V T 7 v RACEWTEFKIEIGTIC K > Tty FRED
BEL, MIOETICHGZ OMEFENIEML TH b D L HERT 2.

Blanking
. Direction q

v Die

(@) CL=2 um (b) CL=0 um (¢)CL= —2 pm

[

Hydrostatic stress (MPa)

1000
500 I
0.000
-500
-1000

-1500
-2000

’, -2500

(d)CL= —4 um () CL= —8um -3000

Fig. 4-8 Comparison of hydrostatic stress for 70%¢ punch penetration of various clearance

blanking.
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Fig. 4-9 Measurement line on the inner wall of the die assuming machining progress.

2000 —e—CL=2um CL = 0um CL =-2um

1000 —0—CL =-4um ——CL =-8um

<
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Y 0
§ 0 0.005 0.01 -04
2 1000
s
g
=S -2000
)

-3000

-4000

Pp Distance /mm Pd

Fig. 4-10 Comparison of hydrostatic stress of various clearances from the punch corner Pp

to the die corner Pd.
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Hydrostatic stress /MPa

Punch penetration /%

Fig. 4-11 Comparison of hydrostatic stress of various clearances on the die corner Pd.

4.3.3 XV FIIHITH A B AR D FE T

IREMTICE T, N F 28 - BT 2 03— ic v Fleimifch 3 2. 2 C
T, Fig. 4-12 ITRT 5V FHEIE D Point A ICTZ VT T v R &Y FIThh 4GS
DPRAREMBGEL 72, Fig. 4-13 I Z OMGERER AR T, 27V T 7 v 2O TS )IE T
BELRY, CL=2um TF v F A o —27 BHIED 80%D B CH Y5145 4200MPa
WCEL., CL=—8um Tk, HYICH RO 7 )T 7 v 2E&EMFLHBL TRD L
4600MPa IC 72 o7z, 7ad, RURIZ L R WHBISTIREEBIZENICH o 72, EEEM O EHE58E 3
Table 4-2 IZfiE\ > 6880MPa ICiE S 2 EIEICE S & 45 &, YFFERICH WTIE, CL=2um
CHBIEH O FEMEIS /IR LT 63%, CL=—8um Tt 69%D A A > T3 2 &A%y
207z,

Blanking direction

i

Punch

A
5 Point A

Fig. 4-12 Stress estimation point in FEM analysis.
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Fig. 4-13 Equivalent stress at Point A at the tip of the punch for various clearances.
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4.4 B2 VT 7 v ATIRE ICEB T 5 3 v F A KT O Mk 52 5k
4. 4.1 FEM @7 & 7 0 & b5tk

A7 VT 7 vATIRE ORHAERZMHETT 2 & TEARIZEW TS TEL X — 2 13K
LAEENSH T2 2800, AZYV T IV RAICET Y FOAMEBIKKT 2 5iFke L
T, SNV FRBAEICHUNG CEHEMINT 2 2 e BEI L2, 207 7 v 20iERIE, Hiffi
TYIOEICBMBE L 22722 V7 7V 2A=4 um U FD =5 um, =10 um & —20 um
D3FMEE L CHYARXINvF XL TRILMEE L, ZDfHIZZ Y 7 v A fHic—1 %
W7, Tbhb, ZIVT77VAR-5um O, CHY¥ARXIE5um, 2VT7J7VAR
—10 um OEEZ 10 um, Z VT 5V AH =20 pm DFEE20 um & L7z, FRICKD,
NRYFEZADPEML WA F R b =R ER ) T VR - C @Y A XA
CBWT—EICRY, FARAMue—2gicE )5 TEARM L MRINTOIGIREE % ik © &
% X 5ICL7-. Fig. 4-14 i FEM fi#tit€ 7 v %, Table 4-5 122434 FE f@trsctF# i
N X OO ST IZATEIFERTH 5.

Punch

& Db
#Dp

Blank holder

Cp

Work material t §

Fe a

|

! _
| ¢ Dc % Die
! ¢ Dd '

|

|

i

@ Dw

Counterpunch

Fig. 4-14 Finite Element Method simulation model.
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Table 4-5 FEM simulation condition.

Simulation Model

Axisymmetric Model

Object type

Work material: elastic—plastic
Punch/die: elastic
Blank holder/stripper: rigid

Counterpunch: rigid

Clearance CL

=5, —10, =20 pym, %¢

Punch outer diameter Dp

1.748 mm

Die inner diameter Dd

1.738, 1.728, 1.708 mm

Blank holder diameter Db

1.7485 mm

Counterpunch outer diameter Dc

1.700 mm

Work material outer diameter Dw

3.5 mm

Tool cutting edges C,, Cy

5 um (CL=—5%0),
10 um (CL= —10%2),
20 um (CL= —20%¢)

Blank holder force (Fz)

Counterpunch force (F¢)

500 N (50% of blanking force)
200 N (20% of blanking force)

Tool materials (WC-15%Co)

Young’s modulus: 524 GPa

Poisson’s ratio: 0.23

Blanked material

JIS SUS304 ¢= 0.1 mm
Young’s modulus: 193 GPa

Poisson’s ratio: 0.3

Ductile fracture criteria

Cockcroft-Latham

Shear friction coefficient

0.08

4.4. 2 FE it R & £ 5

Fig. 4-15 ICHR D 3 #HOMLICH T 2 HmAREA -V CL v F Rt u—7 DfFR%E
RY. ZA=VfE ClixafidoxX (1) Wl iric, RREIGTOOT AEREICIH - 7-
BaErokoonsg, —MNICEA—VE CHH 2ME (WIERRME) 281 5&7 7y
IHBELBZLEERT DL, RRKEA—VHECRE VT 7V ATHRIET 2L, VT
A b= PEDICHEVRRKE A=V CIIRAICKEL A>T D DDHE 3ETHD
NEBIERFED 1.5 XV /NS WTH D, foT, v F - XAMEFIC CHiZ2T 7
TEHEZHWZAD 2 VT 7 v AFTRE CH U QM 3IIEH % 2 2 L 2 RB I L.
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Fig. 4-15 Maximum damage value Cof various clearance.

Fig. 4-16 IC & THSMFICH TN F 2N THIC 0.1 mm RA L 2RO FKIEIC 153
fiz/Rd. CL=—5 pum, Cpand Cd=5 pm DFEMHTIF, TEHSKMEL, ~XvFL X4 08307k
DESELCTH Y, ZooMMEHL —4000 MPa BEO#HKEIEI 2R L T3, CL=—20
um, Cpand Cd=20 um DT, ~“vFeXA0HizH b0, HLEIN T,
LMl IEDA <, CL=—5 um, Cpand Cd=5 pm D5 & FERIC m W EKEIG ) 236F
mEnh<Twsd, CL=—10 pm, Cpand Cd=10 pm DT, L2 20%MFL T
B O 2 ICHOKEIGH M, Xy F & XA DphE e L S 3 MRHIED 2 20T v
ADBMNT G & 7o o 72 2 L DFOKIEIGH KT 2 725 L % T 5.

Blanking
Hydrostatic

stress (MPa)

direction

\ 4

2000
1130

250
-625
-1500
-2380
| -3250
-4130
(a) CL=—5 pm, Cp and | (b) CL=—10 pm, Cp and | (c) CL=—20 pm, Cp and 5000

Cd=5 pm Cd=10 um Cd=20 pm

Fig. 4-16 Comparison of hydrostatic stress for 0.1mm punch penetration of various clearance

blanking.
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ECITIREMTEIZRE S o T3, —RAVICHT IR % 8 130000 T4 o = A WHEHT & IKE,
AW R S 2T EbEfETHETCE 2 INTwE W, fEoT, NYFER (&
AWHERE X)) BDKEL BB L THD I VT 7 Vv ADRKE L B 3 REFSEMETIR, A
V7 7V ABPKEL RBIHEVHEDIE L Ro MRG0 TE 2R TH L. T, A
DIVT T VAPRKREL bV FERESPREPED 2L WY L—ICiZZ ) &b F X
BWEHEET L, CLETORAMMITOMRIC X 2 &, XV FARMIT Ny F v PHICE
H4 3L INTHBEIZEhs, KETICBWTh v F oy PEHOIGHIREZR 2 VT 5
VAL BWTHIEET 3.

——CL=-5pm  —*-CL=-10pm  —*=CL=-20pm
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Fig. 4-17 Load stroke curves of various clearance.

Fig. 4-18 (3% v F AMIROMYIE I BT L 7= R4 v b TH Y, Fig. 4-19 3K 2 V7 7 v
AW BT BV FIC22HYICHZ R L 2GR TcH 5. CL=—5 um, Cp and Cd =5
pum DT, Pointl & Point2 TIZIFFE CHHICT L 7moTH Y, Z DT 5000 MPa
&0z, Table 4-2 TR L 7=V FMEOBEM O EHMREICHEHZfE<H 2. CL=—10
um, Cpand Cd =10 pm DOFEHTIIHHICIIIIET L, Point 1 < 3000 MPa, Point 2 T
2000 MPa & 7o 7. CL=—20 um, Cpand Cd=20 um DZEFETIIMHYGHITEL &Y,
Point 1 T 5000 MPa, Point 2 T 2000 MPa & 72 - 7-. L ED#ER D X 9512, Fig. 4-17 TR
LfERA e =X eI R—RY, AD 7 VT I Vv ARKE &IV T AET
DAL B2 DT TRV, ABEHROT Yy PNy FOERTIE, 207 7 VRN
X751t Fig. 4-5 OWEA b v — 7R L7 X ) ICEIZ&Em< %= Y, Fig. 4-13
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TR LX) Iy FlREEHDIC T DEIRKICE K o7z, C HfT5IC X Y Z DA 23 B x
SRR E LT, CHEMNS£7213, CHEY A XIT X o TITET IS MRREIZS A %
EMEILND,

NYFHER Ty DN TF (CLl=—4 pm, WUNLA Rp=2um) &, CH-XvF (CL=
—5 um, Cpand Cd=5 pm) OV F5EhmEEL O MRS % Hlk L 7= #55 % Fig. 4-20 i
ENZENRT. Ty I F TRV FIEER L v FlEE oM BN, (ZITEEICTRE) L T
W3, CH-S Y F TS v FIEHOMENIIZITEE ICHRSE) L T 323, CHEk2 & & o
MEHTFEE I L C 45 EE 7213 2 L o ME DT ANCH BI85 X 5 Ic LT L
TEY, Ty I F L BMERRBIT SRR S, v F 225 & EME2 5o KT
HpreEZBE, CHANVFTHNYFARMMET L2ZRERIZ-Y v F A 51T 2 MRNRE)
FHRDDEIC XY, NV FICAFMBER Loz RS 5. AEFICEWTIE, CL=—
10 pm, Cpand Cd=10 pm OMAEEVIRD XV FAMEZKKL 7223, A2V T7v2e C
YA ZXDOMERIC L > THAE 2 HEEESS O 2 2 [RENED B 2720, SHOBEES ST
Th 5.

PLEXY, v F~DAMEZRKRT 2I1Cd, CNETOHMRDIHIICZ VT T v ADHE
fLzs & ebic, ~vFHE~D CHDOMNEIMRNTHY, TITZDORZTIILCHFE
35 EDEETH .

Punch

A Point 1

Point 2

Fig. 4-18 Punch stress estimation point in FEM analysis.
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Fig. 4-19 Equivalent stress- stroke curves of various clearance.
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(a) Edge punch (b) Chamfer punch

Fig. 4-20 Comparison of material flow around the punch tip according to the shape of the

punch tip.
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4.4.3 TR E 510

FEM fi#ffr 2> &, YO O 2 30#]© & Hoo 8 v F 0 B 2K T % 2 5&F28, CL=—
10 pm, Cpand Cd=10 um TH o7 &b, FEFEIC 10,000 > = v b OEHITIKE 21T
W, YUJOTHIREE &% v F OIBEIRE 2 FER L 72, #0I THEHI RTET R iRk S| 7 +
N DOWE = 0.1 mm, 1§ B= 20 mm @& SUS304 AT & L, TR EHEICOWTHH
HiilFER, Fig.4-1 108 L 7z TR O ATIR & k2 Hvs, o3 v 5 & X4 OB ORI
% b Hiffi[FEk Table 4-2 O Y TH 5. SRIGHMLE % Table 4-6 [CRT. 7k, B V7T
FZVRICBWTE, NVFRA IR BRELA LR B L, Ny F L XA 3T 5 AEENE:
BB (EEICIE Ny T XA ATIC0.0lmm O CHZHRITITHI2DT, NvFRAu—
I BREZ IR0 TH ANV F L XA T LAEW). o, RITETENYFA -7
ERED 100% 1D T, R ONEECE COARWETIZSRORA T -V Tk & &
FTZLDOTEBIESRMEEL L. RIFX T Z a4 A7) v 72w TRATH 500N
L, Wz JEREED iR CTRAK 200 N ICKE L. LRI 774 v T o7 vy
JEMO 7L A TIE %R, FAROEREZRETCZINIHORAZ ) 2 —F—F 7L 2

(DT-J515 fiim TAfFZerrsl  InERES 50 KN) % Fvs 7=, M 8 T i i % 4
il 7-.

Table 4-6 Blanking tool specifications.

Items Value
Clearance in extrusion; CL —10 um ( —10%2)
Punch outer diameter; Dp; 1.748 mm
Die inner diameter; Dd; 1.728 mm
Punch outer diameter; Dp. 1.724 mm
Die inner diameter; Dd- 1.730 mm
Chamfer of punch and die; Cpiand Cd 0.01 mm
Punch and die radii in 2nd step; Kp,and Rd Nearly zero
Counterpunch diameter; Dc 1.720 mm
Blank holder force; Fz 500 N
Counterpunch force; Fe 200 N

4.4. 4 FTIREFER & B

Fig. 4-21 IC CHLETM L L ZFBOMER b r— 27 #iX%, 4.3. 1HHTHLNZEZ Y
7 7 v AD Fig.4-5 DFER F v — 7KL ¢ TRd. CHLETOMTIEE, =y YDl
HLWRTHEDOLD E250 258, Zhid TERmESIC Cladfl5anTtnwitick
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BEEFAREL Tz, 2L, B oTROTANMIDO 27 VT 7 v ZARb$hIclE-> T
otk Y, fEkOMEEY 7V T 7 v ABKE WEFTICIIBEMAEL, 207 7 v A0
B FE T C IR 2SMIE X 7z EHESR S 5. 10,000 = v MITEOYIOMHIE, 1 TH1H8
[FIRE I B EFTIC X B EBTE OB WIZ R SN 7228, & AW ORE XN THIHE & ik L
THHS 2 7B W IR T E b o 72,

RIC, 25V FAEE o SEM G E% Fig. 4-23 1077, (a) DAY F & (b)d 10,000
Yavy MITHEDO SV FHHETYH, 10,000 > = v MMITHED SV F 13 {#20C C HERHER
BEHHIC R > CTIXWVW 2 D ODHHL 2 RIFEIXAE L T, LRI Y, A2V 7 7 v
2 X B AWIINTE, BT A SUS304 MR D5t i 10,000 > = » b oA it
AN ERHEBAL . L7=23oT, 10,000 > a v FEEOEETHINTAIZ VT T v
ZDOWHMBARETH 5. b, KEBRICBWTIE, A2V T 7V 20 it C YA X%
CfEIC L7228, Z2NoDMAGDLEEEZ S & TYOMEME & v FAamE S bicH b
TELHREMED D 5.
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0 20 40 60 80 100
stroke /%

Fig. 4-21 Load stroke curves of chamfer tool and various clearance.
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Enlarged view of A area

Whole view

100pum

y Blanking direction

100um

(a) Initial status

Whole view Enlarged view

\

v Blanking direction

|

; lmm v Blanking direction 100pm

(b) After 10000 shots
Fig. 4-22 SEM images of press blanked product. (a) Initial status, (b) After 10000 shots.
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(a) Initial status

(b) After 10,000 shots

Imm

Imm

Fig. 4-23 SEM images of punch tip portion. (a) Before blanking punch, (b) After

10,000shots blanking punch.
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4.5 #E5

~ A7 ufFET AWM TLICE T 2EREZ VT 7 Vv AORGEEE LT, BAZ VT 7 VA, i)
ZIVTIVAR, X2 )T TV RADEK I YT TV RICET B ITK & FEEMREE K O FE @i %
T, AMYIOR %2 2 ARt B2 2 3Tk, HoNvFAamBR/MELT 22
T TV AEKRDT.

o, A2 VT IV RDITIREICHE LT, ﬂy%’##éﬁﬁ%ﬁﬁéﬁéﬁ&@
—DL LT, AT - XAMEE CHIC L. ZOEMEE FEM fi#ffr & 7L 2 EEuc
THRAE L AT ORI %2 15 72

(1) 7'v2FERRER D5, SUS304 EIELEM (t=0.1mm) OYJNH%Z & AWML TE %
IVTIVARIE, dum &-8um THY, ¥u2 YT I v Z2L-2um CTIRBEKIHRIA A U
5 xS I L, FE TR R 2> & 13, BoKEIG )1 28 — 1300MPa LA 1272 5 T & 23,
WEWEH OEED —oThH B Z L BR L.

(2) NvFIChhBAMIT CL=-4um DS CL=-8um ICH~_TEL & 3.

(3) Ny FAMAKIKE € 5 I8y FRmRICHUN: CTHEMLT 2 2 L AERTH S
TEERLZ. ARFEERICEWTIE, CL=-10 um,Cpand Cd=10 um DEED R D X
v F B ORISR B b Tz,

(4) CL=-10 pm, Cpand Cd= 10 um O TEZEFEEH 2% & T SUS304 4B ELEM
(t=0.1mm) % 10,000 > =2 v b DI LT% L TH v FOBEGEIHEETE kb 7.
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5.1 WFSE R

~A 7 ad A4 X0eE AR, SREOHS G, BN LHowEikikic X 2
IEPAR T & Vo 23 EIC X Y, =2 a3 4 XD AW & H~CHERHHIH] o mHL 7 %
RO 2353, 22 CAWMIETIE, ~4 27 0% 4 XD0REAMAMNMT2EHI ¢ 3720081
EERELZ, BRI, EENCSHINTW S AT VL A#@MERRIC, £/, <4
rsuay 4 ZHOEMRDO~ A 7u¥r i~ 4 7 nifhoREFHE LGERL, A2 07
TVAICK BB LML e ¢ AWML ZHERZ 4 7Y v FTIEEFHLEE LTREL,
7L A E R & YO O FH & 1T o 72, KIS, FTLEOBMWHNG A /1 = X 2% BUERRNT K OFE
SRR ZIC X o TRREE L 72, BHICIE, T HIC 2 5 B 2 BUEEAT X 0 sk Ul OmEikee &
THAMOBELOREZ VT 7 v A %KD, 72, THARKRRZ B2 THmER D
B2 BET L 72, BETNAED L1556 2 R & TENMfE %2 LT iR 3,

O =4 7v¥ A XHOEMBIRE D 27 v L AR O 8 AWHEMNTicowT, ek
THETRETAMBEAESES2 R TE o720, HTLETEETAMEMTTE 2
TEERLZ ZORERICE Y, TENICIT~A 7 o iFEIN D nd T 24 A WD
ME L XN ORGETFEORINE AL L, 27V AN LRG0 KEAFELA]
AEIC 7R 5.

@ HiTHk TR AMTAER T % 72 A 7 = X L% FE i & EBSD AT & i\ T BE L
K5, FEMBNiASIZE 2 ) T 7 v RM/NZ VT 5 v R L L TN oMk
WA ERY, Z ORE, TEMISNEIC R D © & CHAMTHIRIC B 25 - 7 LR L 72,
72, SJBDIELERI KIS 5 MOKIEIS ) 12-1300MPa LU FI2 7 % & & 28B4t o —
OTHY, WHOEL LTHW O XA — VP 1.5 10ET 5 Lz RS &
IR LT, fHO NIRRT 5 2 IRERE I 05 b 00, HUUEMFICE VTR
WIS OGO —DIc A3 b DL EX . ¥, EBSD inbid, A7 )7 72
BRI O 2 2 TR T 5 KAM fEA38 AW THETHEBICEERTL 5 5 W 2 & TRl %
Ml CE 22 L 2ERLE £, OFAE[TY 7 CRMLOFHIC X o TNLREIL
L, HOoMTFE~r7 v 94 PEBIC L > TLLTwB 20262 7y 74D
PLHTVIREICZ o TW 2RI BbL T2 Ty 7 - WiARAEL kpr o7z T &1, FE
P & - TR O N R OICTHREDX LM TH Y HOKIED H < Ao Twz 2 & h
b, HEROMEEY SBOEIER A RIC LY 2T v 7 DMFNICED 572 b D & #HER
L, EBSD iRt L C FE AT TR o MR 2 D L &bt 5 2 & T
DHEFICIEN B T L bR LI,

@ BZIVTITVvRERWEZ LT, WHOMHEIC IR TH 2D DDy F~DEff
DEL IR LD, NV TFAM~DAM ZIIR X & 2 /K E LTo¥y 75
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WICHUN Y ZlT 2 EDREMMTH LI LR LTz, v F AR ORI T B
Hom FEIcEnY, 7L AMLoENEZ S LICED5DTH 5.

52 SHOFE

~ A7 uR AWML OFE KT 2HkiED—2L LT, A2 )T 7V RCXBHHL
MTE AWM TOMAAEDLE TEEZIREL 228, YHDHEOIREIC KIET T2 T EEam
B L THREECE T A VEEN R I N TW B, UFIC® 0 BRI R EZ B~ 3.

. TEEESHO CHIARL 2 )T 5 v 20%

THEEMERIC 2 VT 7 v 2ic— 1 272 CHizME5d 2 & CTEAMKKZERL
2. ZOAA=ALELTIE, TENEHO C HAMENRE) %22 X ¢t REE 2
523 ERZ L0, ZVT77VRA—ECCHYA RE2EBLEGE, /- CHYA
R—ETI VT IV REEE LA, ol v FERfolks CH, #iia R
DLE DG L 2T TE Tnipw, TEERICIE, B2 YT 7 v R & TEERTDIZIK
&Y A XDERGEGEF OBEEA VI TH 5.

I, B0 T Dl SRR LA ~ D Je B

N T A O 5 SR L MR 2 L, ~4 2 aiflifhio X 513 4 X2VhEww x
ICHEEAAR LT B ERE~DRANEMAITH 2 L EZ D, AW L7254, &SR
{EM YOO 72NN T 2 7 ERWEERMS LN 5 —J7 T, EHESMET LBk 4E L
PCTVWILERWEINT WS, L2 LAA S, A CRE L2 Tk, #0TH 2 MG
NTFTMLF %729, EHEMECHEC S M 2 H <X 2 alREMEA 5 5. £ 72, AWK T
it =27 F 4 b RAT VL R AOMTFHE~LrT v 4 P ERRCift 322 &
L CTHRRITH 2 EZ S, o T, Lk i DBREIC O WTHREEL, #
SR IHEAE A I B0 T BRI 2 FTRETH 2 & & R, ARTEO TEMNIMIE T X
LICHE 5.

I, SR T EME oG

AWML B T 2 TEERS~ ORI & BT Kk /N e ) BiEEE L5 &R L,
PICTHIREE £ 72 13 B - S e~ BT 2 2 e E 2O NS, it~ 7ullTo X Hic
UN R ZE T L CHUR M TS I3 AT O EE I R E Wwe F 2 5. TEMEHC, flx
BEAYEY PO X I ICEY v 7R T, HOBMMRELROE IR % v uZE 2R o f
HNCEEY D, BEE - EERERE IS L CHOAMTH % 2 E 2 5. miBELEME~ 0N T
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IREETH 228, WTHEFBEE AL L —F—ZOMHII T RRE AR I TEAFE E N TW»
32 0 THEYWEIREIC > TE TS, GMETEMEOBSHZEaZ ) 7T v 2
TN, ~47uilIlefiicsnTpiici s,
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A

AL BT BWF721E, HREVZKFE S R T LT HFA VEER/ O 2T LT A4 ViR
Bl HBABERO CIRED L L{T-oTE-DDTHY, MEDETE X VL DOIERICH 72
D% K5 ETEE, HBEREZHYELZ ZZICEHOEERLET.

KL EMBED DI H - VA CEERE 2 BT EZTJHEE LAZHATLERY HH
Bz, WOHEIRY: IREISE B, BT SE—EORIC IR BRI, S 2% Y
Tl BEOEHPL LT

KRG OHEHEIC B 72D, HEHEOLKY: KSR ICIEY JIcs & $ L CiER
58, HBhEx2HO F Lz, BEHHPL BT 9.

HARTILZEKREREZR WAINERSEEOHTEE, HEE %R L TARMIIIRY b %
FATLT, BRICEL L, BICHILL, BB COIREEEF L2 LICERSHFL
EFET.

AW E, RS ISR TAERT OB M LEM 2 F8 & L2 cd v, B AEDOH
MR DB T CAIEEEITTZ2 LA TEE Lz, 7, BEBRHRE~ DY &5
fHEET 2ICH72Y, LRI LM ZIEZ E L2 SICEHHBL 357, HEHGH
% - WFZEBAFEER R R o /MakEsE L2 dh o, FFFERFR DT 4 1cid% K offiln 1 L W E %2 T8
TE LA CZICE#HOBEERERLET.

HIRERENT DI FEHEEIC B 72 > Tid, REPRTHERMHE € 2 —ITH R
Wtic e R 26l L MBS 28 L7z, Bt L LT,

KIRDIGE L I3 o722 & TARGMLZRET 22 L3 TEELL. KHPHETOF
FICOMMEIEE, HL 5.

k%10, % < OBIFRE O EEROMHTEE, HEffZIC X > TFEHES 2 2 e CTE X L .
2, B#HoEERLIT.
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