Selection and Application of Bracket Products



"i?&?ﬁé‘éﬂ Bracket Classification m!-!}-!éx&

ZZR5 Y Bracket Assembly IS 3z58Riveted Bracket 1255758 Welded Bracket

J'IJ]I]IE”"Machmed bracket #3748 Single Bracket
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Z15%8E Selection of Bracket Production process m LUAVE

CORPORATION
HLNUAZAR BaE i E Signe die
BgRegular Shape punching
fFER < 100K
Required Qty 2N
BN AFNAZIR iyt E + BB E
Non-regular shape Laser cutting & Punching
N i E
Progressive Die
HRNUAZAR
BN Reqular shape
T E

#l#% Reveting

=8 Point welding

No Lapping Progressive die
SFEK > 100K Il Z<fc Assembly
Required Qty » o
ISR+ — 182N/ Z
Laser cutting & Multi-cavities

g A~HRNIAZ IR + B
Non-regular
Round shape mqu,

Machining

RFEHIE +&ER

+#128 A Laser cutting & transfer die
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Process
Classification SEHNE Laser Cutting

Single stamping+ Multi-Cavities & Multi-processes

B E+—1RE N/ ZF

I E + ForEIn R E

Progressive stamping without lapping layout

EIER-RIMEIR/TERIEGE

Transfer Die(inner transfer & outer transfer)

MU 3FEBE ML Full automatic production




EETZMEE

Production Process and Equipment Application Range

BOEHIER, laser cutting machine 3R /AZXEAEEN
-Stainless steel series (3xx & 4xx)
-i%iX carbon steel
-[EE 9 Thickness from Omm-6mm
-(H{aIZ=1(4 any shape of products

LUAVE

CORPORATION

Y

Process Advantage

- AT LAHENEB2-3mm, BHEGDNETS
1RE5%-15%R98 R R,

- DERETRN, EEE.

- REIARINZRE =/, AJLAHITERIE,
EAMRERESHEFAEE,

-Lapping size can be reached 2mm to 3mm,
compare to traditional stamping process,
can save from 5% to 15% raw material.
-Save tooling cost and less delivery time
-Able to cut different shapes of products,
can maximum improve material Utilization



'A H5610& Laser cutting

METZ VS #5028l Regular Punching VS Laser cutting

%50.165Kg Net weight #%50.165Kg Net weight
FEE0.319Kg Gross weight FEE0.281Kg Gross weight
F F3&51.73% Utilization F) F3&58.72% Utilization

1386s
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CORPORATION

/% E0.165Kg Net weight
FEE0.208Kg Gross weight
] FH279.33% Utilization
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Slngle die plus multl cavities and multi-processes

EFETZMEE
Production Process and Equipment Application Range
—I&EZ I/ ZRRMERAR -3FK/AZRAEEN stainless steel series (3xx & 4xx)
multi-cavities and multi-processes technology -F%5X carbon steel
EGNEZS -EEA0mm-6mm Thickness from 0-6mm
With regular punching machine -FRFZAR/ARLRAZAR

- all regular and non regular shapes

(TJWAVE

CORPORATION

TZh%E

Process Advantage

-ELERIPETZ, aRELI40%HIE,
-SEDNRARIEGL, AILMEREDRRERENAR, B
IR, SRR,

Compare to traditional process, can save about
40% of productivity.

Increased to bigger punching tonnage machine
can release more small machines and use less
workers, overall productivity is improved.
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Single die and Multi-cavities and Multi process CORPORATION

A

—i&Z 7/ ZFEGIER Multi-cavities and Multi process-Example
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Progressive die without lapping layout design CORPORATION
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EETZMEE & FSEE TZ%

Production Process and Equipment Application Range Process Advantage
Rt ERIR Progressive Die technology -3&/AEAEEIN stainless steel series (3xx & 4xx) - A SCEIERIEINER, RESURRIAZRI20-
THEIAAHERERAK No lapping design 4N carbon steel 30)%/45 %
=5—6rhEr -EEHO0mm-6mm Thickness from 0-6mm - TCHBILHELESTET S, AREA10%09t%}
+400T)#FK 18) Roll feeding Machine -SRFZAR /A<M FFZAR FI =,
400T(Three-in-one) - all regular and non regular shapes

Automatic feeding system can realize 20-30 times
punching request per minute.

Without lapping layout design can save 10% of the
raw material.
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Progressive stamping without Lapping layout design CORPORATION

ZrEBEIET

Without lapping layout design
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" {E;?é*; Transfer die

EETZMEE

Production Process and Equipment

EIXIERR transfer die technology
Zi&@ MR regular punching machine

LUAVE

CORPORATION
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TZh%E

Application Range Process Advantage

-3X/AZAEE stainless steel series (3xx & 4xx) -HELESPET 2, TRELI80%RINER,

-#5%3M carbon steel -SEDNRARIEGL, ATLMEREDRREREAR, 3
-BEE/S0mm-6mm Thickness from 0-6mm REFIHIERI60%

~FLFAAR/AFRRFLAR Compare to traditional process, can improve about
- all regular and non regular shapes 80% of productivity

Increased to bigger punching tonnage machine
can release more small machines, use less workers,
and can reach 60% of productivity by using
progressive die punching.



" FBzhk Robot applications
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CORPORATION

Wi

TZh%E

Process Advantage

EETZ2MEE & AEE
Production Process and Equipment Application Range
BTN FEE A -3FK/AZRAEEN stainless steel series (3xx & 4xx)
Single process with Robot -F%5X carbon steel
Z TR F BN -EREA0mm-6mm Thickness from 0-6mm
Multi-process with Robot ~FLFAR/AFALAR
EE AR+ T - all regular and non regular shapes

Regular stamping machine with Robot

-ELEFIRETZ, FIiRE29100%RIZEE,
-SEDHPRIERZ, AILAMEREDRIAEREMAR, 8
FRERHIEAIB0%

-2 TN F B AR ERERE NI R T
AOYDHR, IR TAAEHERORT AR 2E

Compare to regular stamping process, can
improve 100% of the productivity.

Increased to bigger punching tonnage machine
can release more small machines, use less workers,
and can reach 80% of productivity by using
progressive die punching.

With Robot can realize process switching within
the tooling, save more times for process changes
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Extra Process of Bracket assembly

01 BEHH TR SRET
HHIERIANI I Can apply
to all stamping parts
with riveting assembly
process.

TASENSA, BESHER
ZRIRIET Z

Industrial welding robots
can satisfy all welding
process.

R
Stamping
parts

RETHIES SRR )5
S<FCRINNT

Can do assembly for all
different stamping
parts.
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