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3S/4S Stainless Steel
SR/MARAEEN

Carbon Steel
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Annual demand Abnormity flange or
beyond 100K 100K thickness beyond 12mm
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Annual demand
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Plasma Cutting stamping
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If standard flange

Provide the most economiecal process to our
customers.

Annual demand below Burnish zone demand
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Production Process Application Range Process Advantage
and Equipment

SHEEE (BRFET -3HR/ARLAHN - ALAHEEEBR2-3mm, BHEGNETS

YEI, 18) -EE8mm-20mm 1R=5%-15%RIMEIFI B,

Fine plasma cutting -BEE= %"\’i‘iﬂﬁﬁﬁ RIFEHARE.

(Fine plasma cutting, 1 set)  -35/4S Stainless steel - AEIRANARRT =, ALAHTERRDE],
Thickness 8mm-20mm EARENRSMHFIEER,
-Abnormity flange -The scrape width can be 2-3mm, improve the material

utilization ratio by 5%-15%.

-Save the mould cost, shorten the sampling period

-We can do nest cutting according different shape, maximize
material utilization
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Traditional Stamping Process VS Fine plasma Cutting Process

fEght E T ZHERLE MIE: 1919674X(D477), 304, T=12, {#: 0.461Kg, Efi: 2Kg
Layout of Traditional Stamping Process —

134. 65

EZFUH T ZHFE
Layout of Fine plasma Cutting Process, i-u)#l: 1919674X(D477), 304, T=12, /% . 0.461Kg, T: 1. 631Kz
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Production Process
and Equipment

Application Range

TR R E - BN
AR - EEHI8mm-10mm
=5—&rhErt - TVEE=
+400T/HER 18) -Carbon Steel

-Thickness 8mm-10mm
-Standard Flange

Non lap progressive die
stamping technology(Three
—in-one rolling material
feeding machine+400T
punching machine,1 set )

]

TZ%

Process Advantage

- AESIRETZ, AREL910%A97%

FRE,
- AJSLIERI BaliEkt, RESUKRTIAZ]20-
30R/53 ¢

-Improve the material utilization ratio by 10% compare to the

traditional stamping process
-Realize automatic feed of rolling material, stamping
frequency 20-30/min.

CORPORATION
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BRAMBIEE: 14-12mm, FREEE: Max.22m/min, &AERZEE600mm,

Three-in-one feeding machine has already arrived at the middle of May. Now it is under testing.
Applicable material thickness:1.4-12mm, feeding speed: Max.22m/min, Max material width:600mm
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Traditional stamping V5 Non lap progressive die stamping

AR TR £HE

Traditional stamping layout : 102%95. 25%10%7. 85=0. 7626KG

. 0.298kg
FIFIZ: 39.07%

5,29
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Non lap progressive die stamping layout
FEEHE. 82%95. 25%10%7. 85=0. 6131KG

$if: 0.298kg
FIF % 48. 6%
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EFETZMEE i ASEE TZHE
Production Process and Application Range Process Advantage
Equipment
[ERAEE R E - BN/ 3R QU AN - BT F—RAE, RFLESH80%LALE
(500T 1&, 900T 1&, 1500T 14d) - EESA8mm-10mm FTHERY, TEEYE,
Thick plate fine blanking - TEEE=. =/AiE=. L=, £fl - Single process one-time forming, burnish
(500T,1 set, 900T 1 set1500T 1 set) jEx= zone of the inner hole beyond 80%, good
-Carbon Steel/3S&4S stainless steel flatness, no need of leveling

-Thickness 8mm-10mm
-Common rhombus flange, triangle flange,
square flange, porous flange
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Production Process Application Range Process Advantage
and Equipment
I RE -BRIN/ 3B QAR AEN - SRIENER, RESUXETIARIB0R /2
(80T 1&/ - EE90.5mm-6mm -AV{EATLA{#ZE1.007TLA T
110T 25/260T 1& - KEFPRIR. BRE -BRGE=ATBARBIREE T ZAE, HERIEATZ, 8
400T 28) -=H137Z8 FFAZRES25%
Progressive stamping(80T -Carbon steel/3S&4S
1 set/ 110T 2 sets/ 260T 1 Stainless Steel -Rolling material automatic feeding machine, stamping
set / 400T 2 set) -Thickness 0.5mm-6mm frequency 30times/min
-Strip Spacer, Spherical -The AV amount of Spacer below ¥1
flange, Bracket -Spherical flange using non lap progressive stamping

process(oblique lay out), the material utilization ratio increase
by 25% compare to traditional lay out
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Traditional stamping V5 Non lap progressive die stamping
ik rh Ik CE$EED) © 1085487X, 304, T=3, JB. 0. 189Kg, £MH: 0.437Kg.

A IEAEHIE -
Traditional Lay Out

158

FRGINTE R L

Non |ap progressive Stamping Lay out
GErbIE CEHEREIEL) @ 1085487X, 304, T=3, i#H®H: 0.189Keg, £H: 0.315Kg.
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Product type: Hot Forging Flange

Material: 1.4301/ 1.4016/1.4512/ 1.4713/ (Carbon steel)
Qutside Diameter: 30mm~400mm
Current production Die Forging/ Roll Forging

I % 9 135 ) P
1% 4

Gross Weight: 544.70 After Stamping: 352.70

Material Utilization Ratio : 133.70 gr/ 544.70 gr* 100%= 24.54%

Project: VOLVO VEA




We want to do more

- Our advantages
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The new production line will start production in December, 2018.




