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Solution for Trimming Iron Filings of B180H1 Sunr oof

WANG Zhi-jun, ZHANG Chuan-hai, SHI Jing-hua, SONG Qi
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ABSTRACT: The work aims to produce sunroof by the five-step forming process, design the middle and tail R angle and curve
shape of the trimming process in OP20 and OP40 processes, research on the trimming edge of sunroof, and improve the trim-
ming iron filings of sunroof. B180H1 was used to design a sunroof stamping and trimming process and mould. The forming
process of sunroof was designed. In the production process, cutting edge clearance, verticality, rune type, cutting edge, etc. were
adjusted to improve trimming iron filings. In design OP20 and OP40 process technology, the blade rune was trimmed, and
non-integral structure inserts were adopted on straight flange of laser welding on both sides. The cutting amount and cutting
edge clearance were 6 mm and 0.035 mm respectively. The secondary waste knife structure effectively improved the trimming
iron filings. It is reasonable to arrange the trimming process of sunroof in OP20 and OP40. Trimming iron filings are related to
the upper and lower mould trimming edge clearance, cutting amount and scrap knife. Adjusting the mould can improve iron fil-
ings crushing effectively, and improve product quality and actual productivity.
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Fig.1 Current status of sticky debris on cutting edge and mould
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Fig.3 Process layout of sunroof
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Tab.2 Solutions for common iron filings
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Tab.3 Cutting edge clearance for stamping punch-die with

different material thicknesses

BHE t/mm [E]BE C/mm  Clt

BHE t/mm [E]BE C/mm  Cht

0.6
0.7
0.8
0.9
1.0
12
14
15

0.030 5%
0.035 5%
0.040 5%
0.045 5%
0.050 5%
0.070 6%
0.080 6%
0.090 6%

16
18
20
22
25
26
29
3.0

0.100
0.113
0.130
0.143
0.163
0.169
0.200
0.207

6.2%
6.3%
6.5%
6.5%
6.5%
6.5%
6.9%
6.9%
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Fig.4 Grinding iron for sunroof
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Fig.5 Improvement of trimming iron filings of sunroof with trimming knife
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