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Optimization Design of Convex and Concave Mold Parts for Blanking Die

MENG Yi-chang
(Liuzhou Vocational and Technical College, Liuzhou 545006, China)

Abstract: The problems of traditional design of convex and concave mold parts for blanking die are analyzed. As a starting point

by the actual needs of the modern enterprise, the steel mold design standards of the auto companies are introduced. The ideas of opti-

mizatin design are stated from the calculation of blanking cutting edge size, outline dimensions design and material selection, which

plays an important role for accelerating mold development cycle and reducing the cost of mold manufacturing.
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Fig. 1 Wear rules of the workpiece and and die cutting edge
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Fig. 2 Cutting edge dimension of convex and concave blanking

die
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Fig. 3 Relation between die size and cutting edge



B5E A4l

S LU R USSP fb ’

A

HIBHR I >

20

60

\

i

IS E AR

7/
A ma

K4 M E R
Fig. 4 Fixed form of punch
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Fig.5 Layout of fastening bolt and pin

=

&

e

@

|

5) gzl M EE, RIE LB R B4
R AFENM BRI E 6 & 7 B,

| Ra0.8
I |
X ' INS
| e
! i
| . I e
" Ra0.8 ' T Ra0.8
2-$10%74-M10
|
[
—?— 35+8.03 5 =
i —I=
| =ER R S
1 Ra0d ] B ek
o é_ ) = 134k BIRE B2 60~64HRC
n i 2. AR TT 101 RS 4 (M4
o \ % SRR, RHER
7003 JINRLTET ] R zZ. .=
8820' 0.10 mm,
124 Ra32 (V)

160

K6 M (FHE: Cri2MoV)
Fig. 6 Die ( material; Crl12MoV)

(F3% 63 W)



B5G A

MR A N ARBILBS I B 7 2E R M

LI AT EL G RT3 PR REREAR

IRGCEANE 5 15 2 L BT A1 il BE S A1 4 1)
FIDG, SRR | hbe o 4t 0T 1 28 TDUHR 1Y 11 2%
it 2 e e ELA L TR T o) 549 17 ) 4 v B G e ™
PR A e TR 55 AT VR T, 7B AL IE 75 A9 15 26
O 120 2% Fh T 32 2 vl A4 52 e Lo J3E R e 55470 0
F TR N D) K AR FE I DX, Xt 2 At
TAAER] 0 B R A

3 BLiHFETE

AN 57 Tl RS 77 1 5540 ot ek 2 DDA 5%, R Bk
R B ft o 2 S 2 PR TG ZE 1 ) 2 PR B, AR 1A
HAVPAAAER 2 R YR b ik, 0 W AR JBt Ak BN 58
g3 SO AR )& A8 Bk AR AR o, AR T
ROR LCAhAF , S APt LE B Eh /N A7 B0 o 4
iRJ IR

4 ZEiE

PR AR L U BR B e R B R AT e A, ™ 40 3

.....................................................................................................................................................................

(EBF% 53 W)

Ra0.8
V/_
A -
=)
I I e Ra0.8
4l 2-M8
(35) (22) Ra0.8(P4Ji)
_ PoRER
@ ] LA PR 58~62HRC
S| 2] O RS S
Do L F R, BRI
~[ TR Z,, =0.10 mm,
30) Ra32( )

7 MBL(AEL: Crl2MoV)
Fig. 7 Punch (material; Crl2MoV)
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