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A study of Double Sheet Multi-forming Equipment
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Abstract Most motor cases adopt deep drawing products, which are excellent in waterproof functions, concentricity,
right angle, and quality. In addition, the blower motor and seat motor, which are installed in the car interior and do
not require waterproof function, adopts a multi-forming manufacturing method. The deep drawing process requires an
expensive transfer press that can digest approximately 12 processes, such as drawing, trimming and piercing. On the
other hand, products can be produced with low investment because the multi-forming method is composed of one
multi-forming machine or one multi-forming machine and one press. The multi-forming machine is a high-priced
facility that is mostly imported and a bending / shearing process multi-foaming machine, which was developed by
domestic small and medium-sized enterprises, is not enough to reduce the production cost.

An integral multi - forming machine is used as a limited working method for thin material and small products. A
large product and thick material has a high shear load. A large product and thick material has a high shear load and
uses a single crank press. After blanking, the worker manually feeds the material to a multi-forming machine. When
the bending operation is performed in the multi-forming machine, it is transferred to the press again to calibrate the
dimensions. This variance in work processes has resulted in lower cost competitiveness due to the lower productivity,
quality issues, and excessive operator input. The aim of this study was to establish a stable and cost - effective
production system through bending / shearing process separation and facility automation.
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Fig. 10. Final Product Size Data
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Fig. 11-3. Final product inner diameter dimension (3

Table 2. Dimension of 1 stage bending and collet
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