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HEP I S 7= 0 HAE SN2 AR Bi 3502 < TFET 5. PN CoRSE I asED

HIZWEE G2, $7ebb, BILOEIZRE SEET L. Lo L, BbfOmsh i3 R
t 2, B ﬁ#éﬁ%ﬂmﬁwkwmﬁﬁﬁﬁiﬂﬁw.ﬁ#%ﬁ%ﬁ<&,ﬁ#
ZHAE LTINS S L BPERE D T- 012, A7 v Ty 7 s k& < BT 5.

MR ORI if%%fwiﬂ§<%w%hTW6 V RO L #hiF, U e
ETHD. VHIITINTITERD FVDNES TH Y, THEMIZZHEN TS, Lo, V hils
LTI fy%&ﬁ42@7)7§yX%%fMIﬁﬁbfﬁ T L L, iFoins
AENRKE S FBEZT 5720, BREEIMTE2ITY Z S L. £z, VERFINTI3%
DOFEIED, T ST O AZEET D Z 2: IIREECTH 5. Ziuzxt L Ll
TiE, A ADY VT 7 ASCHIT I A2 i IR E IS £ 0 8% 5 2 7220 C
72K, T oMM OMIFAEZEET D Z LB THDH. L LAand, LifFinTo
RSO TR T 72 DB T 5.
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13 dhiPhnIE
wHOHITINT 2 3ol k& < X595 2,

(1) ZedhiFRR=

Fig. 1.3.1(a) (T & 9 22l b SR I TR TH Y, L ADRy NIZEE S
oA AL T LARTA RE L BITBEIT /0 FIC L AR Ch 5. INTIcES 53
> T RENPHEA Y N SN2, AT TIEZ O EFIFT 5.

@) MrBEEHE
Fig. 1.3.4(b) (TR T L1, BELIZAA ADEDY ZBET 50— L -, %
A ZADIABERNAT AT 7223 BIERZ2 CEETHIFT TOLS AT H 5.

() &=V K
Fig. 1.3.1(c) (TR d K D ITAIE S EHET 5 3 AR E 7T 4 KD — /L ORI B2 25
DAL THIT D HETHS.

(a) ZEERITHR (b) W2 &EHR () Z0FER

Fig. 1.3.1 Type of bending process



14 ZRTREN

Zehi AT, AEF AW S AR TEL O HEIDG U GRE SN, X hd T
FEPHR . ZORFE % Fig. 141 1792, ABFFETIE, L EP a2 me0x5:
LT 5.

% %

L #fied (HrhiF)
PR o

Z
U

7 A

A I'\"

Fig. 1.4.1 Typical examples of press bending process
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L I T ORI, BTl BRI BEDELEDN rIRETd 5 ADED L )
ILAZOUNT 2 E TORFSETIE ARSI AT DI LA DR B B e S
WIEN TSRS BT WER T A ANFE0 5 2 Crdii =8 L iiF ik
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H T DE RS IOV TR LT
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21 SEBREEBOIVEL L TR

AMFZETIL, Fig.2.1.1 | ZSEBREEE OIS 27~ d, /T & XA AOET S45C THDH. K
RIS ZCREE L, 4 21 U VTR ORI bV 13 30Nm TEE L. 0,
JTHERABE C/ S T TE 51 (F510) SR L TP COE, b oo L PN T.z17- 7z,
FERAEE DB E A Fig2.1.2 (TR T

Guide plat Shaft
IGui ep/a eLH: |

J T
Punch

| Pad

Sheet metal

o

-]

Die

Fig.2.1.1 Schematic illustrationof L bending

AT
i R

Screw

Fig.2.1.2 Equipment for L bending

10



HEFIN LR D 2 A A, T EPINTR D& 2~ I AHERIX % Fig.2.1.3 (3. /ST
e OHE T Re=10.0mm, FEFRTHZ VT F7 A (C=Cd—to) 1Z05mm—EE L, £7-, il
FAEE 013 Fig.2.1.4 BEIRTHFNERERD 1 1 m OEREEOEN s 2 L CEt
L7

J:k« Cd
h Pad
PUREN 4 4«/"Sheet metal
(SR
IRP Die
!

N\

AN

Displacement transducer

Fig.2.1.3 Principal of L bending.

Fig.2.1.4  Displacement transducers
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HECPINCSEBRIZIS, Fig.2.1.5 BEIRNT RS R B2 V=, #5288k 2
TATV, ERFICIEAR T U — A& .

Fig.2.1.5 Universal testing machine
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2.2 $INITHF
ARFEBRZAN-HA 1S, A1100 s £.=160.0mm, Hxilig b=100.0mm, HRE% 4 fEHE L7~
(tt=1.5mm,2.0mm,2.5mm,3.0mm) . F£7=,5[5ERER 21TV, Table 2.2.1 |7~ B IS % 15
7o Fig. 2.2.2 12135 |9 R A g

Table2.2.1 Mechanical properties of sheet metal

Material Aluminum A1100
Thickness of strip to /mm 15 20 25 3.0
Ultimate tensile strain 130 108 116 110
o /MPa
Total elongation &/ [%] 17.0 26.7 26.3 23.6

180

160
140

—h
N
o

100 0 =F (0 ,/68100+ ¢ )***
80 =210.3(116/68100+ ¢ )*** ~ t=1.5mm

——1=2.0mm
t=2.5mm
40 ——1=3.0mm

True stress 0 /Mpa

0 0.05 0.1 0.15 0.2
True strain €

Fig.2.2.2 Tensile test result of A1100
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23 XA R

AREBR TS A ATFHE Re & 1.0mm,2.0mm,3.0mm,4.0mm,5.0mm @ 5 fifEa fE L, il
FINTZATo70, 728, 18R4T OB ORI 3 THDH. ZNLDOFHRSEFEZE L
T Table 2.3.1 1T

F 77, Fig.2.3.1 TR L D ITHAIISEHED S Le=60mm OIS T L #iF 217572

Table 2.3.1 Experimental conditions

Clearance C=(Cd—to)/mm 05
RadiusRd / mm 12345

Tool -
Material S45C
Length L/ mm 160
Sheet Widthb/ mm 100

metal Thicknessto/ mm 1.5,2.0,25,3.0

Material A1100

L=160mm

A 4

Lc=60mm

Die

Fig.2.3.1 Position of sheet metal

14



2.4 BhEfRATET L

BAEANTET /UL Fig2.4.1 {ORTFEM ¥ 2 o L—3 2 AXHEROULAfT 7 2 7' F L
ELFEN Z{ M U #0N TAT ZHBIER, S8R & [FRkC 7 U 77 o A4%55% 0.5mm (2L, A
AN A A SRR A 0.15 & L ROV A& ABUE LT 2 ROt 21T > 72

Fig.24.1 The model of FEM
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25 SEERER K ONRET

251 #FIMTHoRERL
WA I ST D S FHFE L A b u—7 OFIR% Fig251 \Z=d. Zo L #hid
IZBW T, ST TR LTI DM T 5 & BUZHIF I TS T, 2 A AD S Ry D
TS Ry (DN S A BN H ST S OBl B3 2o v e &, #iFE—
AL MIEAET DI E T, iiFIILRoOREZEAAE LS. Fig252 (TR IORRK
D g b OBAIZAE L DE—A L b My & HES 7= 0 IZHIIFAINT ) P, BAfRIX

M, =b*M =b*P*L=bP L/cosd (1)

P: HNATHEYS 7= V) B I CTREI SN 2 A faf .
L: E— X FODOE X

ZOREY, RIS TFOME T IIRAUR IS,
T=b*P,=bMcos&/L @

ZoRE Y FBHARAZIE, R b r—2 OHINE & SIZHITIN T2 5. Lo~ L i
FINTANERKIEZ -2 5 &, ZO#RE L IZKAFE LA S e—2 OIS Tl in L
DD DA & 72 5.
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Punch load P / KN

Sheet material: A1100
Clearance: €=0.5mm
Sheet width: A/=100mm
Radius:Ra=2.0mm

Sheet metal Thickness

— — 1.5mm
-=-==-20mm
— - —25mm
3.0mm

0 10 20

Stroke s / mm

Fig.25.1 Relationship between punch load and stroke in L bending.

Sheet metal

Fig.2.5.2 lllustration of punch bending load on tools
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T & IR OBIHR A Fig.2.5.3 7~ 7 [F] UHIE CHIITIN LAAT 5 &, 4 A ARV Ry &
N5 & & OIS BRI A EA & 72 D, ZAUT, O Ao FBER L 0 ihS
NN Ry 23892 & BAMES 720 O E— A > MR U OIS 72V Ol R
WNSL 725720 THD.

Plate material :A1100
Clearance :C=0.5mm
Plate width :$=100.0mm

I \‘\‘\’__‘ t=3.0mm
t=2.9mm
2 r .\‘\:\\:\A—A*. £=2.0mm

t=1.5m

Punch load Pmax/KN
o

O 1 1 1
0 2 4 6 8
Radius A+ /mm

Fig.2.5.3 Maximum punch load of sheet metal
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252 HIFADESE
RIBRIZBWTCILFig254 753 3 SO AARIE L, ifmofsEs L=

o 7 J B 7(Clampingangle)dc X, /N> F & TR E T N 7eRATHICA U ML

o fiRhA T (Released angle)dr 1%, /X2 F % EF T T CHIT 2L L7 U
FE.

o hiFf(Bendingangle)ob 1%, MRS X ZHEL, A AR LICHRFOBUT/ A Ul ffé M e

(@) (b)

©

Fig.2.5.4 Measured angles
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7o, AEOESELITO®@Y

< B2V 7Ny 744 (Firstspring back angle)  A61%, #iFINT#, oF % EFT
Bafir L7=BED 27 o 7R 7 &
A6s= Oc—6r (1)
IZE o TR B,
« A7 7Ry 7 (spring- back angle)  Aéb 1, BHFE 2 A2 13 LRtk LA Ue A
VAN EAVYS
A= Oc—6b (2
IZE o TR B,
AT 7T U— R (Spring- forward angle) 46r1E, HAFS 2L DHAT Y 7R
v 7 DEEE,
A= Al Ab -(3)
IZL o> TROBND.
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253 RSV TR

Fig255 R L 7 7 B 7 f 6, iRl o & BT AE o DRIREZ "3 7 T
B TE O, 7S TF N IR E T R S0 F & 2 RONLEDN ARG
Ko TIET 90 JEFTHEIZRIEET 5. XU T % ERHITHL BB &, /ST ORI SRkt
MBI END T2, 27V 7y 7 VL, RIS T L 918, BENEWVNEE, ik
HIT A o & T AE b SR E S RAEAN RS, BEFHMOEEIGS & OT B0y
iz Fig25.6 9, A ZAYEE—EL LT, WENEWNIERT Y 73y 7 BvhE
WCHD. TV Ty 7 BT AR OIE, BIENEER, B0 AR ORI
MKEL 2B THD,

94
Plate material :A1100
5 92 F Clearance :C'=0.5mm
o Plate width :6=100mm  AR4=5.0mm
& O, A ———
Z 9
>
{% 88
=
qv]
%” 86 |
S -4~ 0 ¢ Clamping angle
D gq L -O— O0r Release angle
—-o— ( b Bengding angle
82 [ [ [ [
1 1.5 2 2.5 3 3.5

Thickness #o/mm

Fig.2.5.5 Bending angle of sheet metal
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87.00000

67.60000 0.650000

0.510000
2550000 1370000
9.400000 0.230000
~10.0000 0.0800000
-29.4000 -0.050000
-48.8000 -0.18000
-68.2000 =0.33000
-87.6000 -0.47000
~107.000 -0.61000

-0.75000

(@ Residual longitudinal stress (b) longitudinal strain

Fig.2.5.6 Distribution of residual longitudinal stress and longitudinal strain of ~ disparity
plate thickness at the end of bending
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Fig.25.7 MBIk ATV T T 4T — R A E/XTZTT LIEREDO AT Y 7N
27 NG, BR S 2 ZBA L TZRRCAE CTe A7 78y 7 Ay DERRZ R HUEDE <
IRBIZONT, ATV TRy 7 Ao EEBINTAECTZAT Y 78y 7 A it & b
T LA THD. ML KbosT%, IS 2213998, A7V 77+ T — KA
O 0—6b) AU, ZAUTHHT S 2T Ko THIT DR S T2, S S 2 E T4
TN TRy I PEL, AROBITRLAEZ 72D THA. KXY, A7 T 7%
— RFAGITNES<K0.4 FETH Y, WEDOFEZIT L A ESIT TR0,

A G (=6r—6b)

C=0.5mm /=100mm

8
A A 0s First spring-back

o 6 F B AOb Spring-back
o % & AOf Spring—forward
()]
3
<
D 4 L
< | g g
2 = m |
3} A1100 o
S
o]
&
R
—~
8,
wm

0F b4 $ $ 2

1 1.5 2 2.5 3 3.5
Thickness #0/mm

|
"}

Fig.2.5.7 Spring-back angle of sheet metal
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Fig.2.5.8 HHIT 1A RyIZHT D AT U L Ioxw 7 AE A 0y DEAL % FEERAE R & fpTit R
Zbig U ORT. TR Ry DN & B 720 AT Y 73y 7 SN L TA. Lk
I OBH OF 48O 254 & Fig.25.9 53, L fFPARIE HhF468 Ry k& &8
RELBRDHIZON, OTHBECHFH DAL 7o TS, FEYIBHEOT B KE VL
RFEDED TIIRE L OT BPFEL TND. TOREE, A7V 73y 7 fAFE 1Y
9%, Fig258 (IR0 ATV L 7oy 7 1 TFHRAE R L RATRE R D & ISR Ry
W LTI T D, E 70, MEHrEDFEREI LR TR NS oo TN, £
DO—o>DFERNT, EEFINT A, S U H— B 572, PR L3 <
25 EEZHND,

§)
__________________________ Al1100 . C=0.5mm,

o - Hh=100mm. 7z0=2.0mm
;‘:D 0. Adb=H0c— Hfvb
= ' Ob
=4r
S
-
M\
S
o 92 F
J%D O/M/O/C>
) -&- EXP
7 -O- FEM

0 1 L 1 1 1

0 1 2 3 4 5 5

Die radius A4/mm

Fig.2.5.8 spring-back of sheet metal
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Fa.nanoo
58.00000
41.00000
24.00000
F.noonoo
-10.0000
-2r.0000
-44.0000
-G1.0000
-78.0000
-95.0000

- -

s=am

(@ Residual longitudinal stress

Fig.2.5.9 Distribution of residual longitudinal stress and longitudinal strain of disparity die

Ul Effective plastic strain

Lagoonn
L.250000
Loaoann
0.7a0000
n.a00000
0.250000
p.agonon
-0.25000
-0.50000
-0.7a000
-L.00000

(b)

radius at the end of bending
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259  HOME

TR TOMMOBOE KT, T T TELNABOELZET 5 o T 8¢
O LA TFDLHIT L TRDT-.

L:I1+Iz+—ﬂ'-r:I1+Iz+—7Z:R+l @
2 2 2

L1+L2=|1+|2+|'1+|'2=|1+|2+2(R+t) (%)

5=L1+L2—L=2(R+t)—%(R+%j 3)

7277,
L: fhiFORiOROE &
R: HiiF PR
o fHOYHE
r: AR OHNE O /TR

t

>«

Fig.2.5.9 Dimension of metal sheet
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L BT OO DT, ERCOBERRAE,F D> B ReD 7= SEBRAE & ARHTE 2 bk U 7= 5 5R
% Fig.2.5.10 IR m S8 Ry DI i, EESOMOME & TR X T EH R G & —
Bl REL 72 5.

=

E s |

~

«o Alloo\ C:O-Smm\ .
- »=100.0mm . £=2.0mm T
2,1

=

E -8 .

& e .

.S ° O © FEM

- )

S 3F O.- ® EXP .
m ---- Calculation value

2 1 1
0 1 2 3 4 o) 6

Die radius Rd¢/mm

Fig.2.5.10 Relationship between bend deduction and radius
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26 HEEA

IR TFHEBRERDNAE Ry=10mm O/ F 2T LT, A A RyZ Imm 725 5mm £ T
ST, A1100 7V =7 AR (16=15,2.0,253.0mm) @ L I TEREZIT 7.
ZOWERD L HF I CAE U7 AR A LU FIZRE T

(1) TRy DI L 0 LT OFE RS-
a. I ARHIT RT3 DA ThH 5.
b. A7V T8y 7 @&HENNT 5.
C. L BT O OMEDEIN L, SEBRE AT L R THEERE & —E L Th 5.
C. ATV T T 5 U — KD TDIRN,

(2) WEOBREWIE, ZAT Y TRy 7 @&PIT D AT T T 5 U— R D5
BT E A ETRNT LDVt

(3) IS ZITAEIZ G2 BN NS, AT 7747 — REITN04ETHS.
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31 SEBEEOINE L aHERK

HFII LIV IHAFNC A T Y 78y 7 BIGOFRAN Lo THENETRET D704
BFZEE5 2 Bod L i P EBRIEE C— o CIE 90 E A Ekd 2 DI LWL T 5.2
ZCARETCILEEMT TRZBINT 5 2 &I X > TEETE2ERT 5 2 L 2z
BESX% Fig. 3.1.1 1R Fig. 3.L1Q@)KIAEEMIT OE— TR T, S T 2B L7,
AN TNy JBIGIZ I OABEOEIETZD, 01X 90 FEXV/NSWTHHH  TFRITIE
Fig. 3.L1O)NI R MEE R TFH AT Y T3y 78 E 50 &I I LIAE N
TWVWE,ZORFQ X 90 FEELLEIZAR 5. 2D EIE N T2 TLONEIZRE D AT Y T3y
I Ko TR OAE A TIRRET= 6,90 JEIZ 72 5 L 5 O =T % Fig. 3.L.1(C)ITR~ T

52 FCIE, L EINTIZIT DT ROEZ R 5 720, Bl 1~5mm (24
L LT, Fig. 312(a) (TRIHEE THERAT - 72 AR CILEEMTIC L 2 =& L i hn
T E bR 5 B U, S5 A doed CRYE L7 FRBRYE L7 25 % Fig. 3.1.2(b)I2
R
LEE ORI FITHEET 5.

(1) EEHTEITO 72D SUFIEIE A FELR L. B F % Figldl3 1R,
BEIE U TFONIEZFIET L 72D/ FRIEIZDNTND VA 7 B A —F— LR S5 TE
N, ~7A 7R A—=F—%ETZ LIZL > THEEE S FRHFLAEN TN . ZLTRAY
U T8y 7 SRR E 50510 &R TR 2 T, A E A EIE L O A TH 5.7
B, AEELE T O UALEL, BIESF LM LS a2 Yams L, £2
MO LA &E~A 7 1 A—2—THHAI L 7=

(2) —HOEZZ 10mm OVATHEAZFIN LT 57208 OR IR 20 M TH
BT A AEE SO0 bW K EESROE IR EL o T

0

(b) ©)

Fig. 3.1.1 Schematic illustration of amendment
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Fig. 3.1.2 () Fig. 3.1.2(h)

Fig. 3.1.2 Photo of L bending machine

djupunchg f

Fig.3.1.3 Equipment for L bending with amendment punch
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3.2 thf

AFEERIC - HRTIE, A1050, SUS304, SPCC @ 3 FEFH L L i b=100.0mm, HRE ¢
0=1.5mm T—iE & L7=.5|iEBR 21T\, Table 3.2.1 | R AN EE 215 7=

Table.3.2.1 Mechanical properties of sheet metal

Material A1050 SPCC SUS304
Ultimate tensile strain 124.9 93549 287 42
o/MPa
Total elongation &/ [%)] 5.7 42.6 68.4
Hardening exponent n 0.138 0.228 0.371
Strength coefficient F 390.1 504.9 1315
MPa
Young's modulus E 68.1 2035 205.4
IGPa
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33 90 EHMTEE

SRR DU Fy e 00° &3 B3I H — TR CIETERIT A 50 L 72 £ 91,
BIE T O LiIARE L, A7 RO A & ORISR Z T T 2 7= DI ER AT 77,
g% Fig3.3.1~Fig3.3.3 [T~ ¥~ HafSHIZ R DUlF A BEA3 90 FEFHITIZ /e 5417 LiAA &l T,
A1050 THJ 2.3mm, SPCC THJ 1.2mm, SUS304 THJ 2.2mm L 725 Z & W3 h o7z,
SPCC<SUS304<A1050 DNETAT Y > 73w 7 BN REVHRMIE E, il % 90 L& E
T DTODEIE T O LIABEITIRE S ot

98
og | O Firstclamping angle Sheet material: A1050
1 - First released angle cl . 005
2 2 - Adjust angle earance: .omm
® 94 r 3-Released angle
% 4 - Bending angle
2o |
> M @ 3.0mm
890 e S NN o 22.5mm
‘Gﬁ 7 2.0mm
’ L 7 1.5mm
88 g 1.0mm
» o 0.5mm
86 1 1 1 1
0 1 2 3 4

Bending situation

Fig. 3.3.1 Bending angles at bending stage (A1050)
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98

Sheet material: SPCC
0 - First clamping angle Clearance: C=05mm
9 I 1_Firstreleased angle
@ 2 - Adjust angle
§’ 94 | 3-Released angle
E 4 - Bending angle 3.0mm
g 92 | 2 4 2.5mm
o 2.0mm
% 4 ¢ 1.5mm
S SV e ALY oA DN S o 1.0mm
o 0.5mm
88 |
86 1 1 1 1
0 1 2 3 4
Bending situation
Fig. 3.3.2 Bending angles at bending stage (SPCC)
98
o | O Firstclamping angle Sheet material: SUS304
1 - First released angle cl . 005
2 2 - Adjust angle earance: .omm
$ 94 | 3-Released angle
E 4 - Bending angle
Do t
g 3.0mm
< 2.5mm
T 90 g e s NN TN Tt g 2.0mm -
é’ 1.5mm
/ 1.0mm
88 0.5mm
86 1 1 1 1
0 1 2 3 4

Bending situation

Fig. 3.3.3 Bending angles at bending stage (SUS304)

Z UC, 72 DS 73 90 FEIZ 72 2 IERE7 2 1 LiAZ B % T 5 7260, O
% Figd 3.4 (TR T XD K 9 IZFHARE R LRR 2 51 &, 90 BE & DA R AR, k&7
HEIF A % 90 FEIC T D 72D D LiAd &% K $H7-. A1050 T 2.283mm, SUS304 T 2.145mm,
SPCC T 1.250mm & 7257~
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(=)

Clamping angle & /

94

92

90

88

86

* A SPCC y =-1.7308x +92.164
B SUS304 y=-1.4123x +93.03
4 A1050 y =-1.6332x +93.728

Stroke of correction punch S,/mm

Fig. 3.3.4 Relationship between bending angle and pushing value
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H T A 90 BEITAEIET 5 72 80 JABARAT O LA T & EBROI LA &% Fig. 3.35
\ORT KD I NRD T B AT O LiAA &% A1050 T 1.206mm, SUS304 € 0.936mm,
SPCC TO0.791 & 7272, /NEUVIEIE SPCC<SUS304<A1050, 5E5x il & —# T 5 fEprEl %
FEMEX VAT SN TH S,

94
¢ A SPCC
EXP {l SUS304
i & A1050
-~ 92 F A SPCC
@ FEM{D SUS304
o < A1050
[®)]
G 90 f-------- B COREEERL . ORCEE TR TETEEETRRE,
(@)} N o
C
£
[
[0)
m 88 |
86
0 1 2 3 4

Stroke of correction punch S ,/mm

Fig. 3.3.5 Relationship between bending angle and pushing value
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Fig. 3.3.6 7~ 9L 91,4031 oxt LRI 3 fEpT CIE LT 21T, IESTE O
A AR 5 IUATE L O &1t a=110mm & L, FAEORRRIIEZ 0.2mm & 4255 2 #i2

RUTE L T OMOMEORD % V-, 38 O S L 2L FOX IR EIEfT
LB OFT—2DF L% Table 3.3.7 IR LTz,

yy.,c
— —

61 90 EEHhF OOMETH 5

o, AERA ORE

L, =4*a—-3*5-t,—02 (1)

@) (b)
17 -
I —_
— 0. 2mm
© (d)
Fig. 3.3.6 Schematic illustration of L bending
Table 3.3.7 Data of sheet metal at amendment bending
Material A1050 SPCC SUS304
Radius R¢&=1mm FEM EXP FEM EXP FEM EXP
Amendment S(mm) 1.206 2.28 0.79 1.25 0.936 214
Elongation & (mm) 2.48 3.26 248 3.26 2.48 3.37
Lo=4a-30 -t-0.2 430.86 | 428,52 | 430.86 | 42842 | 430.86 | 428.19
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ROTEE Ly CENENRER A 2T T3 5. B8 TRk - WAL Tl A 215
1IE L7235 A1050,SPCC & SUS304 DMkt 245 3 K™ > =T L gL L7z, 2Dk
H.% Fig.3.3.8~Fig.3.3.10 | T/~

96
First bending
94 | :
° Second bending Third bending
&
(5]
N
% oo | . —— First bending
S 0-Clamping angle -4~ Second bending
o 1-Adust angle e~ Third bending
'-g 2-Released angle
5] 3-bending angle
m
90 [frmmmmm e e .
A1050 . C=0.5mm,
b=100.0mm . t=1.5mm
88 ' ' '

0 1 2 3 4
Bending situation

Fig. 3.3.8 amendment bending of A1050
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96

0-Clamping angle First bending
1-Adust angle
2—-Released angle

94 } 3-bending angle
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Fig. 3.3.9 amendment bending of SPCC
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Bending situation

Fig. 3.3.10 amendment bending of SUS304
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Fig.3.3.11 Sheet metal after bending and secondary amendment bending
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Bending situation

Fig.3.3.12 Bending angle after secondary amendment bending
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Fig.3.3.14  Gap on sguare cans
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