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A Type of Stamping Die Discharging Mechanism

HAN Xiao-hou, GUO Xiao-shan
(Fuji Rayhoo Eg. Inc. , Lid. , Wuhu 241009, China)

Abstract; Targeting at the problem that the plate is adsorbed in upper die which often occurs during the automobile panel stam-

ping process, a type of stamping die discharging mechanism is designed. Through practice of punching and stamping on site, it has

proved that this type of discharging device has the advantages of simple structure, convenient manufacture and assembly, good inter-

changeability, and providing enough unloading force while reducing harm to the die-face.
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Fig. 1 The commonly used elastic top pin unloading device
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Fig.2 The stamping die discharging mechanism

under die opening
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Fig.3 The parts of the stamping die discharging mechanism
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Fig.4 The stamping die discharging mechanism under die closing
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