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Development of control technology
of crack initiation and propagation in punchin

IRV

Background

In the punching process, cracks are generated in the material

and the fracture surface is formed on the sheared surface. @ Punch
It is necessary to form the burnish surface on the sheared surface
in order to improve the functionality of products.
Since the mechanism of crack initiation has not been clarified, Die Die

processing at the production site is experimentally performed.

Punching process.

Purpose

B> The entire burnish surface is formed in double sided shearing. Rollover /
> The Shape of the sheared surface is predicted before processing. --------------

Burnish

bControls crack initiation and propagation

Method of experiment and analysis

B> The mold that can observe the behavior of material is used.
B> Strain analysis is performed by the digital image correlation.

Components of the sheared surface.




