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1. Purpose

This shall regulate design standard for optimal design and minimum cost for stamping

parts made of steel.

2. Scope of Application

This shall be applied to design of stamping parts for vehicles.

3. Dimension Mark Method

Put height or depth dimension of stamping on the same surface of punch or die. For
device requiring fitness with other parts and small tolerance from continuous assembly,

this shall be exceptional.

Dimension of plate parts shall be given by crossing point of tangent. Refer to figure 1 or

center of R position can be given as figure 1.
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Figure 1. Dimensioning sheet metal parts.
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4. Design Point

This shall be important point for stamping design for developing standardizing detailed
design. To consulting die expert shall be desirable for abrupt problem.
4.1 Blanking optimal positioning
Optimal positioning for minimizing scrap should be considered on developing stamping
parts produced from blanking. (Refer to figure 2)
Corner or flange projected from upper, lower or side should be removed without
strength or functional problems. Refer to figure 2.

Unsatisfactory parts should be divided by two and manufactured economically to

decrease scrap loss.
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Fig. 3. Stock Saving

Figure 2 Nesting of blanks
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4.2 Grain direction
When grain direction is opposite to required

strength direction, stamping strength shall

decrease. When designing high-tensional part,
GRAIN DIRECTION
consider grain direction and it can be

indicated in drawing (Refer to figure 4.)

Fig. 4 Grain Direction

4.3 Drawing depth

Drawing depth should be thin possibly to decrease die number and cost. If depth

exceeds an operation of die, more die shall be required and cost shall increase.

4.4 Notches

Notch shall be classified as two group.

(U For the purpose of part, gap, fixing and position fixing of design

@ For adding flange for easy forming at corner by flanging process. (Refer to figure 6)

4.4.1 Notches with vertices

Sharp notch shall be start point of tear and notch of high stressed part should be
assigned with R. R size should be more than 2 times of thickness. Sharp notch can
be possible at low stressed part to minimize die cost. If part shape and design are

possible, torsion can be possible for notch to help blanking. (Refer to figure 5)
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Min radius = two times
matsl thicknes - preferred
for highly stressed parts

/>

Sherp vertax permitied
for low stressed parts

Figure 5 Notched with vertices

4.4.2 Corner with notch
Put notch at corner of hemmed edge to protect material preponderance at flange

Drocess.

- A section A-A

Figure 6 Notched corners

4.5 Rib and flange
Rib and flange designed properly shall increase stamping stiffness.

Material thickness shall be decreased by 50% through rib and flange.

4 /18


http://www.avadocuments.com/doc/kia-kes-m-a007-0
http://www.avadocuments.com/doc/kia-kes-m-a007-0

KES M-AQQ7

4.5.1 Design of rib
For designing rib, follow the next recommendations.
(1) “V” type rib (Refer to figure 7)
(2) Flat bottom rib (Refer to figure 8)
(3) Rib at strip stack

When part is manufactured for strip stack, irregular side shall be to allow rib.

Figure 7. “V” type rib Figure 8. Flat bottom rib

Figure 9 Rib in strip stock
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