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STANTARE LA RECE
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INFLUENCE ON LUBRICATION REGIME REGARDING THE
PARTS OBTAINED BY COLD STAMPING/PRESSING

The paper aims to determine the optimal solution for the lubrication
elements and guide for stamping in order to obtain consistent parts in a large
series regime.
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1. Introducere

n cadrul fabricatiei, proiectarii si executiei propriu-zise a pieselor
stantate si matritate, rolul primordial pentru respectarea cotelor,
tolerantelor si executiei propriu-zise a piesei il reprezinta partile active
corelate cu o buna ghidare a ansamblului in exploatarea pe prese.
Pentru a obtine piese conforme cu solicitarile ridicate din industria auto
este necesara o pastrare in procesul de fabricatie, a cotelor initiale ale
partilor active, respectiv ansamblul poanson-placa activa. Respectarea
cotelor initiale este influentata de mai multi factori. Primul, care se
referd la executia propriu-zisd constda Tn respectarea calitatii
materialului prescris, Tn cazul nostru C120, respectarea intru totul a
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procesului tehnologic, cu masini specializate in 3D cu comanda
numerica si verificarea pe masini de masurat in 3D.

Se va tine cont de respectarea tratamentului termic intermediar,
astfel incat sa rezulte un ansamblu performant cu muchii taietoare
prelucrate in stare calit + revenit pe masini unelte performante in 3D,
asigurand astfel campul de toleranta necesar in conditiile pastrarii unei
duritati in zona de lucru (taiere) de minim 50-55 HRC.

2. Scopul lucrarii

in perioada supusa experimentelor in conditii normale de lucru
adicd 3 schimburi x 8 ore x 5 zile pe saptdméana s-au evidentiat
urmatoarele:

a) stabilirea regimului de lubrifiere a coloanelor si bucselor de
ghidare folosit adica:

e |ubrifiere normalg;
o |ubrifiere redusa;
e |ubrifiere fortata.

b) fise de urmarire pe schimb de lucru a piesei -Guseu”in conditii
de conformitate.

c) stabilirea lotului de piese pe care se efectueaza urmarirea din
punct de vedere numeric - 25000 piese.

d) stabilirea solutiei optime pentru realizarea de piese conforme

3. Rezultate experimentale

Experimentul se realizeazéd pe masina de masurat 3D Derby-
Etalon cu urmatoarele caracteristici tehnice

Nr crt. Caracteristici tehnice Valori
1 Domeniu de masurare Metric
2 Repetabilitate 0,004 mm
3 Dimensional 0,0002 mm
4 Spatial 0,010 mm
5 Dotari Imprimanta format A4
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Toate rezultatele experimentale au fost sistematizate tabelar si
grafic, astfel:

Tabelul 1 - Raport masurare volum deschideri laterale in cazul
lubrifieri normale.

Tabelul 2 - Raport masurare volum suprafata plana in cazul
lubrifierii fortate.

Tabelul 3 - Raport masurare volum suprafata plana in cazul
lubrifierii normale.

Fig. 1 Guseul reper 922-923 si utilajul folosit

Number of points 27
Aut of Tolerance 2
Performance 93 %
Mean -0,733
Std.deviation 0,380
Max.Value -0,047
Min.Value -1,864
Number of points 35
Out of Tolerance 0
Performance 100 %
Mean -0,220
Std.deviation 0,507
Max.Value 0,991
Min.Value -0,798
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T2 fwers Guseu 922-923

Fig. 2 Desenul de executie reper 922-923

Tabelul 1
Name X Y Z dX dy dz DL
SP-1 2367.589 -657.747 2.205 -0.762 0.005 -0.170 -0.780

SP-2 2364.526 | -679.509 15.358 -0.046 0.000 | -0.010 | -0.047

SP-3 2361.830 | -657.033 28.022 -0.816 0.005 | -0.182 | -0.836

SP-4 2360.318 | -678.882 34.226 -0.110 0.001 -0.025 | -0.713

SP-5 | 2357.777 | -638.987 49.628 -0.731 0.008 | -0.312 | -0.765

SP-6 | 2355.669 | -674.900 50.674 -1.418 0.002 | -0.093 | -1.428

SP-7 2359.206 | -611.181 47.024 -0.703 0.012 | -0.458 | -0.750

SP-8 2350.154 | -639.626 86.235 -0.740 0.011 -0.437 | -0.789

SP-9 2348.617 | -674.868 96.746 -0.692 0.004 | -0.154 | -0.709

SP-10 | 2353.411 | -654.313 68.661 -0.617 0.007 | -0.280 | -0.648

SP-11 | 2344.496 | -648.034 | 113.444 -0.383 0.012 | -0.461 | -0.434
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SP-12 2342.577 -674.144 113.822 -0.823 0.005 -0.184 -0.843
SP-13 2339.786 -653.538 132.467 -0.781 0.012 -0.454 -0.831
SP-14 2338.559 -675.097 131.792 -0.844 0.005 -0.188 -1.864
SP-15 | 2446.110 -655.682 17.804 0.844 -0.006 0.224 -0.828
SP-16 2443.574 -679.173 29.803 0.699 -0.006 0.223 -0.723
SP-17 2439.652 -657.498 48.833 0.582 -0.006 0.242 -0.608
SP-18 2439.273 -677.194 49.120 0.733 -0.006 0.231 -0.759
SP-19 | 2436.923 -614.109 63.988 0.599 -0.009 0.335 -0.636
SP-20 | 2436.591 -648.699 64.119 0.460 -0.007 0.281 -0.491
SP-21 2436.415 -677.717 62.804 0.577 -0.006 0.240 -0.604
SP-22 2432.249 -656.613 83.361 0.821 -0.010 0.362 -0.861
SP-23 2427.859 -641.957 105.203 0.745 -0.011 0.434 -0.793
SP-24 2427.192 -675.776 105.516 0.500 -0.008 0.290 -0.532
SP-25 2420.339 -648.293 142.308 0.388 -0.014 0.533 -0.446
SP-26 2418.314 -675.765 146.182 0.459 -0.009 0.326 -0.495
SP-27 2423.042 -668.296 125.199 0.668 -0.010 0.372 -0.709
Tabelul 2
Name X Y 4 dX dy dzZ DL
SP-19 2450.687 -650.210 15.170 -0.062 -0.269 0.271 -0.387
SP-20 2450.814 -659.200 14.293 0.063 -0.004 -0.280 0.289
SP-21 2432.114 -693.288 22.949 0.164 -0.012 -0.737 0.755
SP-22 2432.480 -693.222 11.873 0.216 -0.015 -0.967 0.991
SP-23 2365.968 -656.523 -4.682 0.039 -0.003 -0.175 0.189
SP-24 2365.665 -649.250 -3.046 0.074 0.321 -0.322 0.400
SP-25 2364.142 -652.571 3.882 0.017 -0.154 -0.074 0.172
SP-26 2361.061 -655.506 17.859 -0.006 -0.549 0.029 0.550
SP-27 2356.567 -650.408 32.108 -0.113 -0.747 0.506 0.009
SP-28 2353.240 -632.441 43.492 -0.181 -0.169 0.811 0.845
SP-29 2353.996 -612.858 40.630 -0.123 0.309 0.551 -0.645
SP-30 2440.271 -636.587 61.715 -0.148 -0.248 0.664 -0.724
SP-31 2440.919 -614.591 60.992 -0.124 0.262 0.554 -0.625
SP-32 2449.292 -669.078 19.699 -0.001 0.081 0.006 -0.081
SP-33 2447.754 -681.404 26.254 0.074 -0.005 -0.332 0.340
SP-34 2364.290 -668.590 0.854 -0.005 0.797 0.043 -0.798
SP-35 2362.794 -679.756 7.269 0.083 -0.006 -0.370 0.374
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Tabelul 3

Name X Y 4 dX dy dz DL

SP-19 | 2450.687 | -650.210 15.170 -0.062 -0.269 | 0.271 -1.387

SP-20 | 2450.814 | -659.200 14.293 0.063 -0.004 | -0.280 0.289

SP-21 | 2432.114 | -693.288 22.949 0.164 -0.012 | -0.737 0.755

SP-22 | 2432.480 | -693.222 11.873 0.216 -0.015 | -0.967 0.991

SP-23 | 2365.968 | -656.523 -4.682 0.039 -0.003 | -0.175 0.189

SP-24 | 2365.665 | -649.250 -3.046 0.074 0.321 -0.322 0.400

SP-25 | 2364.142 | -652.571 3.882 0.017 -0.154 | -0.074 -0.172

SP-26 | 2361.061 -655.506 17.859 -0.006 -0.549 | 0.029 -0.550

SP-27 | 2356.567 | -650.408 32.108 -0.113 -0.747 | 0.506 0.009

SP-28 | 2353.240 | -632.441 43.492 -0.181 -0.169 | 0.811 0.845

SP-29 | 2353.996 | -612.858 40.630 -0.123 0.309 0.551 -1.645

SP-30 | 2440.271 -636.587 61.715 -0.148 -0.248 | 0.664 -1.724

SP-31 | 2440.919 | -614.591 60.992 -0.124 0.262 0.554 -1.625

SP-32 | 2449.292 | -669.078 19.699 -0.001 0.081 0.006 0.081

SP-33 | 2447.754 | -681.404 26.254 0.074 -0.005 | -0.332 0.340

SP-34 | 2364.290 | -668.590 0.854 -0.005 0.797 0.043 0.798

SP-35 | 2362.794 | -679.756 7.269 0.083 -0.006 | -0.370 0.374

Number of points 35
Out of Tolerance 10
Performance 71%
Mean -0.510
Std.deviation 0.471
Max.Value 0.991
Min.Value -1.798
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4. Concluzii experiment

Pe lotul de proba propus de 25000 piese s-au obtinut
urmatoarele rezultate:

a) elemente de ghidare (bucse+coloane) cu lubrifiere
normala procent de conformitate piese 93 % conform tabelului 1;

b) elemente de ghidare (bucse+coloane) cu lubrifiere
fortatd procent de conformitate piese 100 % conform tabelului 2;

c) elemente de ghidare (bucse+coloane) cu lubrifiere
redusa procent de conformitate piese 71 % conform
tabelului 3.

5. Recomandari

In urma verificarilor comparative .piesd” - macheta control, stanta
de perforat si decupat la rece a primit aviz de folosinta in regimul de
serie mare solicitat.

Pentru realizarea procentului de conformitate obtinut la limita
superioara se recomanda lubrifierea fortata la serie de pana la 50000
buc/serie fara reascutiri ale elementelor taietoare.
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