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Description
FIELD OF THE INVENTION

[0001] The presentinvention relates to a die for flang-
ing. The die according to the present invention is partic-
ularly applied for stamping of a vehicle’s outer cover el-
ement.

BACKGROUND OF THE INVENTION

[0002] In the cold stamping field, the flanging process
is a relatively common processing that can be applied
for almost all the stamped products. In cold stamping, a
flanging die is usually applied to realize flanging.
[0003] The known flanging die generally comprises an
upper die and a lower die, the lower die comprising a
forming die, the upper die being provided with a pressure
plate, a workpiece being arranged on the forming die,
and taking the forming die as the basis, the rigid pressure
plate is used to make the workpiece be stamped and
flanged.

[0004] Such a die has been known from
CN202052866U. In flanging dies of existing technolo-
gies, the metal pressure plate contacts with a workpiece
directly. Due to the fact that the pressure plate itself may
be not flat, the deficiency of the pressure plate will be
reflected on the manufactured product.

[0005] A generic inward flanging die has been known
from CN104353730A, wherein the inward flanging die
has an upper template 2 and a lower template 1, and a
convexdie 14 is connected with a shock absorber 12 and
the lower template 1 via blank unloading screws. The
shock absorber 12 is arranged between the convex die
and the lower template to spring the convex die 14 back
when the upper template is lifted after the flanging is fin-
ished. In the flanging process, the workpiece is still in
direct contact with the metal convex die.

[0006] In existing technologies, manually lapping work
for the pressure plate’s forming surface is required after
the pressure plate’s forming surface has been processed
by the numerically controlled machine tool, so as to en-
sure clearance between the pressure plate and the form-
ing die being uniform and consistent and mating with the
workpiece’s shape. In particular, in manufacturing of the
vehicle’s outer cover element, high precision of lapping
work is required. If the lapping work of the pressure plate
is unqualified, blank pressing forces exerted on the work-
piece will be non-uniform, resulting in deficiencies on
products, which particularly brings about unfavorable ef-
fect on quality of the outer plate element’s surface. Be-
sides, due to the rigid pressure plate being adopted,
scraps generated in production process and dust from
external environmentwill resultin impressions on product
surface and will lead to the product being scraped when
it is serious. Thus it can be seen that current processing
has disadvantages such that high requirements of
processing precision, heavy lapping workload, resulting
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in quality problems of outer plate surfaces easily. Be-
sides, lapping work on the workpiece generally relies on
the worker’s experience, and insufficient experience
leads to generation of waste product.

[0007] Also known from CN 205 732 472 U is that a
forming press might have press forming dies made of
polyurethane to avoid scratches in the surface.

SUMMARY OF THE INVENTION

[0008] The object of the present invention lies in pro-
viding a die in an extremely economical and simple man-
ner to overcome deficiencies of dies in existing technol-
ogies.

[0009] The above-mentioned objectis realized by a die
in the present invention according to claim 1.

[0010] According to the instant invention, a poly-
urethane cushioning element is used, and the poly-
urethane cushioning element can be adapted to the
shape of the workpiece due to its flexibility. In the die
according to the present invention, the cushioning ele-
ment transfers the pressure plate’s pressure onto the
workpiece, which has functions of blank pressing and
buffering during blank pressing and simultaneously due
to the fact that the cushioning element has deformability
to some extent, the cushioning element can remedy the
defect caused by non-uniform lapping of the pressure
plate, such that the pressure plate’s own deficiency will
not be reflected on the workpiece to be extruded. Based
on the die according to the present invention, the lapping
work procedure can be cancelled, so as to realize low
production cost, reduction of development period of a
whole vehicle, reduction of dependence of the worker’s
experiment, reduction of amount of labor, reduction of
labor cost and reduction of waste product ratio.

[0011] Besides, due to hardness of the cushioning el-
ement made of polyurethane plate being lower than hard-
ness ofthe pressure plate normally made of metal, scraps
will fall down into the cushioning element having lower
hardness under the action of pressure, such that the
problem of impressions caused by scrapes on the work-
piece can be overcome, which also further improves
product quality, reduces ratio of products to be reproc-
essed, and simultaneously reduces times required to
wipe the die in production, such that production efficiency
can be improved.

[0012] Furthermore, based on the fact that the poly-
urethane cushioning element is adapted to the work-
piece’s shape, in the development engineering of the die,
requirement of the skill level of adjustment staff required
by the die according to the presentinvention is low, which
shortens the die adjustment period and reduces die de-
velopment cost.

[0013] Meanwhile, in the die according to the present
invention, due to the polyurethane cushioning element
being arranged on the pressure plate, in the blank press-
ing process, the polyurethane cushioning element con-
tacts with the workpiece, and the blank pressing forces
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from the pressure plate are applied onto the workpiece.
Due to the pressure plate being not in direct contact with
the workpiece, loss of the pressure plate in stamping
forming is also reduced. Due to change of the poly-
urethane material per se being easy and having low cost,
loss of the die is also reduced significantly accordingly.
[0014] In the die according to the present invention,
polyurethane is adopted for producing the cushioning el-
ement. Polyurethane can be obtained from the market
easily and has low price, thus it is favorable from the
aspect of cost. Meanwhile, the polyurethane material has
extremely good pressure-resistant performance, good
insulation property, anti-corrosion characteristic, aging-
resistant performance and low noise as far as possible
when realizing the buffering, such that safe and reliable
operation of the die is realized.

[0015] According to one preferred embodiment of the
present invention, the cushioning element has a thick-
ness of 0.3mm to 1.0mm. In particular, the polyurethane
material having a thickness of 0.3mmto 1.0mmis suitable
for producing the cushioning element in the present ap-
plication. Such polyurethane can be obtained from the
market easily and can realize buffering effect and simul-
taneously absorbing generated scraps.

[0016] Advantageously, the die according to the
present invention, is in particular the die for producing a
vehicle’s outer cover element appearance quality re-
quirements of which are high, so it can improve produc-
tion efficiency greatly and reduce percentage of products
sent back for repair. Regarding this, the die according to
the present invention has a series of advantages such
that its structure is simple, the manufacturing is conven-
ient, the pressing process is steady, and its maintenance
is convenient.

[0017] According to one preferred embodiment of the
presentinvention, said polyurethane cushioning element
is fixed onto the pressure plate through screws or adhe-
sion. In this way, the planar polyurethane cushioning el-
ement can be fixed in a simple manner onto the existing
die pressure plate. Then, in the case that the existing die
is made use of sufficiently, it can be realized to improve
production efficiency dramatically and reduce waste
product ratio prominently.

[0018] Itis required to make the polyurethane material
of a cushioning element serving as blank pressing region
to have certain deformability, and simultaneously itis re-
quired to make it have certain hardness. According to
the present invention, hardness of the cushioning ele-
ment is larger than Shore hardness 80. Based on such
a cushioning element material, the cushioning element
can possess certain support strength, such that the pres-
sure plate’s defect will not be reflected on the workpiece
during pressing process. Meanwhile, deformation can be
realized to remedy unevenness of the pressure plate.
[0019] Only a partial region on said pressure plate is
provided with a planar cushioning element. Said cush-
ioning element has a blank pressing region in which the
cushioning element has a width of 30mm to 40mm to
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form protection for the pressing region.

[0020] According to one preferred embodiment of the
presentinvention, the upper die comprises an upper shoe
plate, and the lower die comprises a lower shoe plate, a
backing plate is arranged on a pressure plate, and said
backing plate supports an upper balance block that co-
operates with a lower balance block on the lower shoe
plate, wherein the upper balance block comprises a re-
cessed portion that is preferably conical, and the lower
balance block has a preferably conical shape that is
adapted to the recessed portion. Based on this, the upper
die and the lower die can cooperate precisely, so as to
improve precision of the manufactured product.

[0021] According to a further preferred embodiment of
the present invention, the lower shoe plate is provided
with a guide element that is preferably selected to be
guide plate. Said guide element and the upper shoe plate
preferably contact in an abutment manner to make the
upper shoe plate and the lower shoe plate cooperate
precisely. Therefore, in the flanging forming process, it
can be assured that the upper die move according to a
determined running trajectory relative to the lower die,
so as to ensure the pressure plate being positioned on
the workpiece precisely to apply suitable pressure to the
blank pressing region of the pressure plate.

[0022] Inaccordance with a further configuration of the
present invention, the pressure plate is kept in the upper
shoe plate by means of a retaining screw bolt. The re-
taining screw bolt is provided with a pad made of poly-
urethane (PU). By means of the polyurethane pad, im-
paction forces will be absorbed in stamping process, so
as to reduce generation of noises and make operations
of the die be more stable.

[0023] Inaccordance with a further configuration of the
present invention, the pressure plate is provided with an
upper beating rod for connection with a loading member
located outside the die, said upper beating rod being fixed
on the pressure plate via screws and being applied for
transferring pressure from the exterior of the die.
[0024] Infact, the cushioning element according to the
presentinvention further can be applied in the processing
of trimming and piercing etc.

BRIEF DESCRIPTION OF THE DRAWINGS

[0025] The present invention is more specifically de-
scribed in the following paragraphs by reference to the
drawings, wherein,

Fig. 1 shows a section of a die for flanging according to
the present invention.

DESCRIPTION OF THE PREFERRED EMBODIMENT

[0026] The present invention is described as follows
by reference to the drawings, wherein the figure shows
one embodiment of the present invention. However, it
should be understood that, the present application can
be presented in many different manners and is not limited
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to the embodiment described in the following text but the
invention is limited merely by the scope of the appended
claims. In fact, the purpose of the embodiment described
in the following text is making the disclosure of the
present invention be more complete and providing suffi-
cient explanations for the protection scope of the present
invention for a person having ordinary skill in the art.
[0027] It should be understood that, in the figure, for
the sake of clearness, dimensions of some feature can
be variant.

[0028] It should be understood that expressions in the
description are only applied for describing the specific
embodiment and do not aim at limiting the presentinven-
tion. All the terminologies (including technical terminolo-
gies and scientific terminologies) used in the description,
except for those being defined additionally, have mean-
ings generally understood by a person having ordinary
skillin the art. For the sake of conciseness and clearness,
well-known functions or structures may not be explained
in details any more.

[0029] Expressions "comprising”, ‘including" and
"containing" used in the description indicate existence of
alleged features and do not exclude existence of one or
more other features.

[0030] In the description, when it is called that one el-
ement is located "on" another element or is "connected"
to another element etc., this element can be directly lo-
cated on said another element or connected to said an-
other element, or an intermediate element can be pro-
vided.

[0031] Fig. 1 shows a die for flanging according to the
present invention, said die comprising an upper die and
a lower die. In the embodiment as shown in Fig. 1, the
upper die and the lower die cooperate with each other
and are in the closed state.

[0032] The upper die comprises an upper shoe plate
1 and a pressure plate 4, wherein the upper shoe plate
1 bears other members of the upper die. During stamping,
the pressure plate contacts with a workpiece 10 support-
edonthe lower die and exerts pressure on the workpiece.
The pressure plate 4 can be kept on said upper shoe
plate. The upper shoe plate 1 and the pressure plate 4
can be made of metal. In this embodiment, the pressure
plate 4 is kept on the upper shoe plate 1 by means of a
retaining screw bolt 9. A region, for instance, a region of
30mm to 40mm on the pressure plate 4 is vacated. In
said region, the pressure plate 4 is connected with the
upper shoe plate 1 via the retaining screw bolt 9 for keep-
ing the pressure plate. The pressure plate 4 is provided
with an opening, through which the retaining screw bolt
9 passes and is fixed onto the upper shoe plate. The
retaining screw bolt 9's end away from the upper shoe
plate is provided with a pad 8 for absorbing impaction
forces generated in the stamping process when the pres-
sure plate contacts with the workpiece. Said pad can be
made of a cushion material, e.g. polyurethane. The pres-
sure plate 4 is provided with an upper beating rod 7. Said
upper beating rod 7 can be connected with a loading

10

15

20

25

30

35

40

45

50

55

member located outside the die, so as to provide pres-
sure forthe pressure plate. In this embodiment, the upper
beating rod 7 is fixed onto the pressure plate via screws.
A through hole is provided in the upper shoe plate 1.
When the die is in the closed state, the upper beating rod
7 passes through the through hole to contact with the
equipment’s upper air cushion (not shown) to provide
pressing force. A flanging insert 5 for flanging the work-
piece is fixed to the upper shoe plate. The flanging insert
5 is fixed in the upper shoe plate through a screw. In the
stamping process, the flanging insert forces the work-
piece to form a flanged portion.

[0033] The lower die comprises a lower shoe plate 12.
A forming die 11 is fixed on the lower shoe plate 12. Said
forming die is, for instance, fixed onto the lower shoe
plate via a screw. When the stamping forming is per-
formed, the workpiece 10 is supported on the forming die
11. The lower shoe plate and the forming die can be
made of metal. The lower shoe plate 12 is provided with
guide elements, such as guide plates 14, those have the
function of making the upper die be guided during die
closing. Besides, as shown in Fig. 1, the guide plates are
fixed, forinstance, are fixed via screws, in the lower shoe
plate 12. The number of the guide plates can be one or
more. In this embodiment, the lower shoe plate is pro-
vided with two guide plates in total. To be positioned pre-
cisely, said guide plates contact with the upper shoe plate
1in the abutment manner, as shown in Fig. 1. The upper
shoe plate 1, the lower shoe plate 12 and the guide plates
14 form a die frame of the whole die.

[0034] Besides, as illustrated in Fig. 1, the pressure
plate 4 is provided with a backing plate 2. An upper bal-
ance block 3 is supported on said backing plate 2. The
upper balance block has a recessed portion that is, for
instance, conical. The backing plate below the upper bal-
ance block has the function of adjusting height. To realize
precise positioning between the pressure plate 4 and the
forming die 11 in the production process, the upper bal-
ance block cooperates with a lower balance block 13
arranged on the lower shoe plate 12. Said lower balance
block has a shape, such as a conical shape, adapted to
the recessed portion of the upper balance block. In the
embodiment according to Fig. 1 of the present invention,
the upper balance block 3 and the lower balance block
13 are engaged together to cooperated with each other
during die closing, so as to have functions of orientation
and balancing pressure.

[0035] In addition, as can be seen from Fig. 1, accord-
ing to the presentinvention, a planar cushioning element
6 is fixed on the pressure plate 4. Said planar cushioning
elementis atleast arranged in the pressure plate’s region
in contact with the workpiece. In this embodiment, the
planar cushioning element is provided in the region of
flanging line. The said planar cushioning element trans-
fers pressure of the pressure plate 4 onto the workpiece
10, so as to make the workpiece be pressed tightly, as-
sure that the workpiece does not move any more, and
simultaneously buffer impaction forces during blank
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pressing process.

[0036] The cushioning elementis a plate made of poly-
urethane. The experiments prove that the polyurethane
material is in particular suitable for manufacturing the
cushioning elementin the present invention. In particular,
the polyurethane having a thickness of 0.3mm-1.0mm is
favorable from the aspect of cost, can realize the function
of buffering sufficiently and simultaneously is thick
enough for absorbing the generated scraps.

[0037] The polyurethane cushioning element 6 has a
blank pressing region in which the cushioning element
has a width of 30mm-40mm and a thickness of 0.3mm
to 1.0mm. To realize fixing the cushioning element by
means of a screw, the cushioning element further com-
prises a remaining region for fixation except for the blank
pressing region. Said remaining region starting from the
blank pressing region becomes gradually thicker, and a
hole for passage of the screw is configured in said re-
maining region, such that the polyurethane cushioning
element 6 can be secured on the pressure plate 4 by the
screw. The cushioning element 6 has the function of
blank pressing during die closing. Furthermore, to avoid
bringing about unfavorable effect on the quality of the
workpiece’s surface, the screw does not contact with the
workpiece 10 supported on the forming die. Certainly, it
is possible that the polyurethane cushioning element is
also fixed onto the pressure plate by means of adhesion.
In the case of adhesion, it is only required to make the
blank pressing region be provided with the planar cush-
ioning element.

[0038] A flanging process according to the present in-
vention is described simply in the following paragraphs.
In an initial state, the upper die and the lower die are
divided. After the flanging process starts, the workpiece
10 is placed on the forming die 11, the lower die is held
stationary, and the upper die moves downwards relative
to the lower die. Meanwhile, the pressure plate kept on
the upper die also moves downwards. Firstly, the poly-
urethane cushioning element arranged on the pressure
plate contacts with the workpiece. After that, the upper
shoe plate of the upper die continues to move downwards
together with the flanging insert arranged thereon. The
upper beating rod 7 is gradually exposed from the upper
shoe plate and contacts with the upper air cushion of the
press machine, and then starts to transfer a blank press-
ing force that is transferred onto the polyurethane cush-
ioning element 6 through the pressure plate 4. Simulta-
neously, due to the pressure plate having been in contact
with the workpiece and substantially held stationary, the
retaining screw bolt moves downwards along the opening
in the pressure plate. On this basis, the pressure applied
onto the workpiece becomes larger and larger due to the
action of the pressure in the upper air cushion. Therefore,
under the action of pressure, the cushioning element is
gradually shrinked deformed to balance the blank press-
ing force of the blank pressing region and press the work-
piece 10 tightly, and simultaneously compensate the un-
even surface of the pressure plate 4. At the same time,
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the flanging insert 5 contacts with the workpiece 10 grad-
ually till completion of the flanging at last. After this, the
upper die moves upward, the flanging insert 5 and the
cushioning element 6 leave the workpiece gradually,
such that its initial shapes are recovered.

[0039] Inthe stamping process, hardness of the cush-
ioning element 6 made of the polyurethane material is
softer than the metal material from which the workpiece
is made of. In the stamping process, scraps on the work-
piece are absorbed by means of the polyurethane cush-
ioning element 6. Therefore, no impression generated
by scraps will be left on the workpiece 10.

List of reference signs

[0040]

. upper shoe plate

. backing plate

. upper balance block
. pressure plate

. flanging insert

. cushioning element
. upper beating rod

. pad

9. retaining screw bolt
10. workpiece

11. forming die

12. lower shoe plate
13. lower balance block
14. guide plate

00N O WN -

Claims

1. A die for flanging, comprising an upper die that is
movable and a lower die that is held stationary, said
upper die being provided with a pressure plate (4)
for stamping a workpiece, said lower die being pro-
vided with aforming die (11)for supporting said work-
piece, wherein cushioning element (6) is arranged
at least in a blank pressing region of said pressure
plate (4) for pressing the workpiece located on the
forming die (11) tightly, and said cushioning element
(6) is made of polyurethane, wherein the upper die
has an upper shoe plate (1) bearing other members
of the upper die and wherein said cushioning ele-
ment (6) is arranged in the region of flanging line
characterised in that said cushioning element is
planar and wherein a flanging insert (5) for flanging
the workpiece is fixed to the upper shoe plate through
a screw, wherein in the stamping process, the flang-
ing insert forces the workpiece to form a flanged por-
tion along a flanging line.

2. A die according to claim 1, characterized in that
only a partial region of the pressure plate (4) is pro-
vided with the planar cushioning element, and said
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cushioning element comprises a blank pressing re-
gion in which the cushioning element has a width of
30mm to 40mm.

A die according to claim 1 or 2, characterized in
that said cushioning element (6) is fixed on the pres-
sure plate (4) by means of a screw or adhesion.

A die according to one of claims 1 to 3, character-
ized in that hardness of said cushioning element (6)
is larger than Shore hardness 80.

A die according to claims 1 to 4, characterized in
that said cushioning element (6) has a thickness of
0.3mm to 1.0mm.

A die according to one of claims 1 to 5, character-
ized in that the lower die has a lower shoe plate
(12), said pressure plate (4) is provided with a back-
ing plate (2) on which an upper balance block (3) is
supported, and said upper balance block cooperates
with a lower balance block (13) on the lower shoe
plate (12).

A die according to claim 6, characterized in that
said upper balance block (3) has a preferably conical
recessed portion, and said lower balance block (13)
has a preferably conical shape adapted to the re-
cessed portion.

A die according to claim 6, characterized in that
the lower shoe plate (12) is provided with guide el-
ements (14) which are preferably guide plates, and
said guide elements contact with the upper shoe
plate (1) preferably in an abutment manner for pre-
cise cooperation of the upper shoe plate (1) and the
lower shoe plate (12).

A die according to claim 6, characterized in that
the pressure plate (4) is kept in the upper shoe plate
by means of a retaining screw bolt (9), and the re-
taining screw bolt (9) is provided with a pad (8) made
of polyurethane.

A die according to one of claims 1 to 9, character-
ized in that the pressure plate (4) is provided with
anupper beatingrod (7) for connection with aloading
member located outside of the die, and said upper
beating rod is fixed on the pressure plate by means
of screws

Patentanspriiche

1.

Matrize zum Anflanschen, umfassend eine obere
Matrize, die beweglich ist, und eine untere Matrize,
die stationar gehalten wird, wobei die obere Matrize
mit einer Andruckplatte (4) zum Stanzen eines Werk-
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stiicks bereitgestellt ist, die untere Matrize mit einer
Formmatrize (11) zum Tragen des Werkstiicks be-
reitgestellt ist, wobei Dampfungselement (6) min-
destens in einem Blankpressbereich der Andruck-
platte (4) zum festen Pressen des Werkstlicks, das
auf der Formmatrize (11) liegt, angeordnet ist, und
das Dampfungselement (6) aus Polyurethan herge-
stellt ist, wobei die obere Matrize eine obere Schuh-
platte (1) aufweist, die andere Elemente der oberen
Matrize tragt, und wobei das Dampfungselement (6)
in dem Bereich einer Anflanschlinie angeordnet ist,
dadurch gekennzeichnet, dass das Dampfungse-
lement planar ist, und wobei ein Anflanscheinsatz
(5) zum Anflanschen des Werkstiicks an der oberen
Schuhplatte durch eine Schraube befestigtist, wobei
in dem Stanzprozess der Anflanscheinsatz das
Werkstlick drangt, einen Flanschabschnitt entlang
einer Flanschlinie zu bilden.

Matrize nach Anspruch 1, dadurch gekennzeich-
net, dass nur ein Teilbereich der Andruckplatte (4)
mit dem planaren Dampfungselement bereitgestellt
ist und das Dampfungselement einen Blankpress-
bereich umfasst, in dem das Dampfungselement ei-
ne Breite von 30 mm bis 40 mm aufweist.

Matrize nach Anspruch 1 oder 2, dadurch gekenn-
zeichnet, dass das Dampfungselement (6) an der
Andruckplatte (4) durch eine Schraube oder Adha-
sion befestigt ist.

Matrize nach einem der Anspriiche 1 bis 3, dadurch
gekennzeichnet, dass die Harte des Dampfungs-
elements (6) groRer als Shore Harte 80 ist.

Matrize nach einem der Anspriiche 1 bis 4, dadurch
gekennzeichnet, dass das Dampfungselement (6)
eine Dicke von 0,3 mm bis 1,0 mm aufweist.

Matrize nach einem der Anspriiche 1 bis 5, dadurch
gekennzeichnet, dass die untere Matrize eine un-
tere Schuhplatte (12) aufweist, die Andruckplatte (4)
mit einer Riickenplatte (2) bereitgestellt ist, auf der
ein oberer Ausgleichsblock (3) gehalten wird, und
der obere Ausgleichsblock mit einem unteren Aus-
gleichsblock (13) auf der unteren Schuhplatte (12)
zusammenwirkt.

Matrize nach Anspruch 6, dadurch gekennzeich-
net, dass der obere Ausgleichsblock (3) einen be-
vorzugt konischen vertieften Abschnitt aufweist und
der untere Ausgleichsblock (13) eine bevorzugt ko-
nische Form aufweist, die an den vertieften Abschnitt
angepasst ist.

Matrize nach Anspruch 6, dadurch gekennzeich-
net, dass die untere Schuhplatte (12) mit Fiihrungs-
elementen (14) bereitgestellt ist, die bevorzugt Fiih-
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rungsplatten sind" und die Fihrungselemente mit
der oberen Schuhplatte (1) fir ein prazises Zusam-
menwirken der oberen Schuhplatte (1) und der un-
teren Schuhplatte (12) bevorzugt in anliegender
Weise in Kontakt sind.

Matrize nach Anspruch 6, dadurch gekennzeich-
net, dass die Andruckplatte (4) durch einen Halte-
rungsschraubbolzen (9) in der oberen Schuhplatte
gehalten wird und der Halterungsschraubbolzen (9)
mit einem Belag (8) aus Polyurethan bereitgestellt
ist.

Matrize nach einem der Anspriiche 1 bis 9, dadurch
gekennzeichnet, dass die Andruckplatte (4) mit ei-
ner oberen Schlagstange (7) zur Verbindung mit ei-
nem Lastelement bereitgestellt ist, das sich auler-
halb der Matrize befindet, und die obere Schlagstan-
ge an der Andruckplatte durch Schrauben befestigt
ist.

Revendications

Matrice pour bordage, comprenant une matrice su-
périeure qui est mobile et une matrice inférieure qui
est maintenue stationnaire, ladite matrice supérieure
étant pourvue d’une plaque de pression (4) pour es-
tamper une piéce a usiner, ladite matrice inférieure
étant pourvue d’'une matrice de formage (11) pour
supporter ladite piéce a usiner, dans laquelle un élé-
ment d’amortissement (6) estagencé au moins dans
une région de pressage d’ébauche de ladite plaque
de pression (4) pour presser fermement la piéce a
usiner située sur la matrice de formage (11), et ledit
élément d’amortissement (6) est en polyuréthane,
dans laquelle la matrice supérieure présente une
plague semelle supérieure (1) portant d’autres élé-
ments de la matrice supérieure et dans laquelle ledit
élément d’amortissement (6) est agencé dans la ré-
gion de ligne de bordage caractérisée en ce que
ledit élément d’amortissement est plat et dans la-
quelle un insert de bordage (5) pour le bordage de
la piéce a usiner est fixé a la plaque semelle supé-
rieure au moyen d’une vis, dans laquelle dans le pro-
cédé d’estampage, I'insert de bordage force la piece
ausinera former une partie a bord le long d’'une ligne
de bordage.

Matrice selon la revendication 1, caractérisée en
ce que seule une région partielle de la plaque de
pression (4) est pourvue de I'élément d’amortisse-
ment plat, et ledit élément d’amortissement com-
prend une région de pression d’ébauche dans la-
quelle I'élément d’amortissement présente une lar-
geur de 30 mm a 40 mm.

Matrice selon la revendication 1 ou 2, caractérisée
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en ce que ledit élément d’'amortissement (6) est fixé
sur la plaque de pression (4) au moyen d’une vis ou
d’'une adhérence.

Matrice selon l'une des revendications 1 a 3, carac-
térisée en ce que la dureté dudit élément d’amor-
tissement (6) est supérieure a la dureté Shore 80.

Matrice selon les revendications 1 a 4, caractérisée
en ce que ledit élémentd’amortissement (6) présen-
te une épaisseur de 0,3 mm a 1,0 mm.

Matrice selon l'une des revendications 1 a 5, carac-
térisée en ce que la matrice inférieure présente une
plaque semelle inférieure (12), ladite plaque de pres-
sion (4) est pourvue d’une plaque d’appui (2) sur
laquelle un bloc d’équilibrage supérieur (3) est sup-
porté, et ledit bloc d’équilibrage supérieur coopére
avecun bloc d’équilibrage inférieur (13) surla plaque
semelle inférieure (12).

Matrice selon la revendication 6, caractérisée en
ce que leditbloc d’équilibrage supérieur (3) présente
une partie évidée de préférence conique, et ledit bloc
d’équilibrage inférieur (13) présente une forme de
préférence conique adaptée a la partie évidée.

Matrice selon la revendication 6, caractérisée en
ce que la plaque semelle inférieure (12) est pourvue
d’éléments de guidage (14) qui sont de préférence
des plaques de guidage, et lesdits éléments de gui-
dage sont en contact avec la plaque semelle supé-
rieure (1) de préférence en butée pour une coopé-
ration précise de la plaque semelle supérieure (1) et
de la plaque semelle inférieure (12).

Matrice selon la revendication 6, caractérisée en
ce que le plaque de pression (4) est maintenue dans
la plaque semelle supérieure au moyen d’'un boulon
fileté de retenue (9), et le boulon fileté de retenue
(9) est pourvu d’un patin (8) en polyuréthane.

Matrice selon l'une des revendications 1 a 9, carac-
térisée en ce que le plaque de pression (4) est pour-
vue d’une tige battante supérieure (7) pour un rac-
cordement avec un élément de chargement situé a
I'extérieur de la matrice, et ladite tige battante supé-
rieure est fixée sur la plaque de pression au moyen
de vis.
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