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Press Die Making Technology for Flange of Engine Exhaust Manifold with SS400
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(a) drowing & manufactured press die
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(b) Plange made by blanking press die
Fig.1 Blanking press die
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(a) Piercing 1th. press die & manufactured Plange

(b) Piercing 2th. press die & manufactured Plange
Fig.2 Piercing press die
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(b) Plange made by coining & restriking press die
Fig.3 Coining & restriking press die
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(b) Plange made by shaving press die
Fig.4 Shaving press die
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Fig.5 Flatness rate by 3D measuring instruments.
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Fig.6 Flatness and hole size measurement of the plange
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Fig.7 Measurement of the major position size

Table 1 Comparison of measured roughness data

Table legend  Name  Measured Nominal Deviation Status
Table data P2 73.539 73.500 0.039 PASS
P4 169.590  169.500 0.090 PASS
P6 265.612  265.500 0.112 PASS
P7 313.585  313.500 0.085 PASS
P8 341.622  341.500 0.122 PASS
P9 28.126 28.000 0.126 PASS
P10 53.056 53.000 0.056 PASS
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