SE-DICE
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DICE FOR POWDER DIE FORMING
FOR SUPER CONDUCTIVE MATERIAL & ADVANCED CERAMICS
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# Above photograph shows E-type “SE-DICE” used for forming of ;

a)Cylindrical green having the diameter of 10~ ¢50mm.
b)Square column green having the square of ©3 mm and U 4mm.
We will furnish various shapes and sizes of die, on your request.
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+ Powder die forming for super conductive material and

advanced ceramics.
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+ Various kinds of powder die forming.
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+ Precisely controlled heart treatment. ¥4
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+ Precise mirror finish by lapping.

WEAERFTE  2000kef/cm

+Maximum unit load is 2000 kgf/cm’.
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SKETCH OF SE-DICE ARRANGEMENT

5% 7)) — 1R EH

Forming Green removing

o

Lt F
Upper punch

Ydm—i N

Remover

Lower punch

RR—tp—
Spacer

Lower punch

M&47

8

N VAVS &
FoioF | TARR | LosoF, Frivs, 24 T<To 242z Lo,
Usperpunch | Oie Steel | i G RO 11£ L THGLESC—RIFR= IS (T2 O, WFRIIELTRINS T4, WAL |
E447 | . | e 2 Eagmifl LI AT LY — SRR T E T, PREIINGE X T T,
| Die steel is used for all of upper punch, lower punch and die.
5 A Lt A§H | Generally used for powder die forming and designed for the purpose of test and laboratory use. Solid green is formed
Die |  Die Steel with the die mirror finished by lapping after precisely controlled heat treatment. Most suitable for laboratory use.

8 h e o g Fose s, FoivFa A A L2 IRk i L Te 2T
FoooF | TR | gomp. BFRIND OGRS A ELTRIECHINIK 2T, 24 LORIAER I, 300127 — (R
Upper punch Die Steel | | THzh T oLtk T,

entEfE L AL s 2 e LIC I 24 7 T,

Die steel is used for upper and lower punches and carbide tool steel is used for die. Generally used not only for the

9’ -~ purpose of test and laboratory use but also for production use. Beautifully formed green can be easely removed from
Die Carbide die.
tool steel Suitable for production use with high quality and low cost.
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; i Eﬁ Carbide tool steel is used for all of upper and lower punches, and die.
9 a1 : Hardness of them is so enough that this type is most suitable for powder forming of advanced ceramics.
i Carbide Very usefull for the formings when solid powder is used and when forign particles must be avoided.
LS tool steel

When unit load is over 2,000 kg f/cm? T-type is basically applied.
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MEXR DG= mm M@ DG = mm mm
HG= mm DHG= mm mm
HG = mm mm
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ITEMS FOR SELECTION

1.Powder material : [ |Alumina [_|Zirconia [ |Silicon nitride [ |Others.
2.Powder condition : [ |Granulated [ |Non-granulated.
3.Mean powder diameter : [ |~10gm [ ]10~50gm [_|50~100gm [_]100~200gm [_|Others.
4.Dimensions of formed green.
Cylinder DG= mm Tube DG = mm Square Column D,G=
HG= mm DHG= mm D,G=
HG = mm HG =
5.Filled powder hight : DF mm  DF=Formed green height (HG) /Compression rate

6.Compression rate . CR=

7.Unit load : F=

mm

kg/em?, note : F=2000kgf/cm?

* Dice shall be designed and furnished according to the items specified above.
Please don't hesitate to contact to us even when you have special specifications such as dice with hot heater, etc.
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SELECTION CHART

CR =Filled powder hight/Formed green height (HG) note : CR= 3
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E EP-60— 30 | EP—80— 30 | EP—100— 30 | EP—120— 30 | EP—140— 30
30mz T| #9200m | $96mm [ M MP—60— 30 | MP—80— 30 | MP—100— 30 | MP—120— 30 | MP —140— 30
T TP-60—30 | TP-8—30 | TP—100— 30 | TP—120— 30 | TP—140— 30
E EP—60— 40 | EP—80— 40 | EP—100— 40 | EP—120— 40 | E P —140— 40
40z T| #530mm | #iomm | M MP-60— 40 | MP 80— 40 | MP—100— 40 | MP—120— 40 | MP —140— 40
T TP 60— 40 | TP-8— 40 | TP—100— 40 | TP—120— 40 | TP—140— 40
E EP-60- 60 | EP 80— 60 | EP—100— 60 | EP—120— 60 | EP—140— 60 |
60nm3 T| #945mm | #915mm | M MP-60— 60 | MP-8— 60 | MP—100— 60 | MP—120— 60 | MP —140— 60 |
T TP-60— 60 | TP-8—60 | TP—100— 60 | TP—120— 60 | TP—140— 60
E EP-60— 80 | EP—8— 80 | EP—100— 80 | EP—120— 80 | EP—140— 80
80nm% T| #65mm | ¥2imm | M MP—60— 80 | MP—80— 80 | MP—100— 80 | MP—120— 80 | MP —140— 80
T TP—60— 8 | TP—8— 8 | TP—100— 80 | TP—120— 80 | TP—140— 80
E |+EP-60—100 | EP—80—100 | EP—100—100 | EP—120—100 | E P —140—100
100nn2 C| #585nm | #528mm | M | *MP—60—100 | MP—80—100 | MP —100—100 | MP—120—100 | MP —140— 100
T |+TP-60—100 | TP—80—100 | TP—100—100 | TP—120—100 | T P—140—100
E «EP—80—120 | EP—100—120 | EP—120—120 | E P —140—120
12002 T| #9105mm | #35mm | M «MP—80—120 | MP—100—120 | MP—120—120 | MP —140— 120
T TP—80—120 | TP—100—120 | TP—120—120 | TP —140—120
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30mE T| ¥20m | Bem | E ES—60— 30 | E5—80—30 | E5—i00~ 30 | E5—12— 30 | E5—140— 30
40mm% T| #30mm | Liom | E ES—60— 40 | ES—8— 40 | ES—100— 40 | ES—120— 40 | ES—140— 40
60mm3 T| #945mm | #15m | E ES—60— 60 | ES—8— 60 | ES—100— 60 | ES—120— 60 | ES—140— 60
80mm% T| #65mm | ¥2lmm | E ES—60— 8 | ES—80— 8 | ES—100— 80 | ES—120— 80 | ES—140— 80
100m# T| #85mm | ¥128mm | E ES—60—100 | ES—80—100 | ES—100—100 | ES—120—100 | ES—140—100
120m% T| #1050m | #35mm | E ES—80—120 | ES—100—120 | ES—120—120 | ES—140—120
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0 SE-DICE include die, upper and lower punches, spacers and remover.

© When diameter of green is below ¢ 10mm, the price shall be offered

separately.
OMark # shows that sometimes the dimensions are not available so

please contact to us.

O The above specifications are to be changed without notice.
Please contact to us when ordering.



EXAMPLE
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DIE FORMING PROCEDURE
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Set up lower punch, die and ring spacer as shown
on sketch.
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Fill neccesary volume of powder.
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= Insert the upper punch.

- Locate the die set at the center of press.

= Pre-forming with pre-load, 10~30% of maximum
load, is to be carried out.
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- Remove ring spacer after reduce the pre-load.
+ Again, add the load gradually until it reaches upto
the pre-determined load.
- After some seconds of load holding time, reduce

the load to zero.
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Set remover onto the die and remove green from die.
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Beautiful green formed in floating condition is fur-
nished.
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