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JINYOUNG’s Top Priority is the
continuous development of technology
to provide products of top quality.
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Systemized tooling technology
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1 Design for Stamping
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Jinyoung provides custom fit single or progressive mold design
solutions with 2D & 3D CAD comply with customer’s production
process, press, or shape of products.
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Systemized tooling technology
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2 Die Simulation
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Jinyoung provides various analyses for fields such as buckling,
dynamic characteristics, heat transfer, and nonlinear static analysis.
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Distance between objects (Shell mid plane) Thickness Thinning {engineer value)

(Wrinkle Cold)

0.280

0.271

- 0.263

i 0.254
Spring back 0.246

Max = 5.627 Min= 0.217

Max = 0292

3 Prototype
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As modern products have shortened life-cycle, diversified demands, and
individualized, Jinyoung supplies a prototype mold that can be
applied easily, promptly, and cheaply, for pilot production.
By doing so, Jinyoung can satisfy our customers' expectations and
enable our customers to achieve their best results.
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recision Mold Manufacturing
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Ultra-precision molds based on innovative next-generation
progressive die technology
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Systemized tooling technology
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Nuclear Fuel Assembly Spacer Grid
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Systemized tooling technology
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Hydrogen Fuel Cell Bipolar Plate
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Production of the below metal plates (Stainless material)
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800mm

Cathode slot
Center Plate PP
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Center Plate Development process
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— Streamlined process to improve on productivity
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— Simultaneous 4-way bending process to reduce length

variations, and to secure the right & plane angle
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— Height deviation of bending: Within 0.05mm (0.000164ft)
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Securing the right and plane angle
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Slot Plate Development process
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— The best tool design — ™o £ S
— Determination of the - Zx4 U Hagel
number of process Hdaes)
— Examination of process variation — 27 4 2% e

.

— Progressive plastic processingmold — Z2Ja{A[= AM 2

— Length cutting device — Zo| =t Fx|
— Deformation protection device — 8 23 &x|
— Modular structure of mold - 2E3E ¥ 72
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— Application of servo press motion
— Height deviation: 0.02mm

Leveling
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50years of Accumulated Technology
JINYOUNG is a Leader of Ultra-precision Press Mold.
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Using a Rolling direction changing mold
Progressive forming die Techniques
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Technology to cut off and connect the raw materials simultaneously
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Variable transfer method in a mold
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Technology to control lots of punch tools installed to the only one
mold to manufacture various products in small quantity via PC
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Progressive Mold Manufacturing
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Atype of mold that can have several processes such as forming, chamfering
and bending operated in a mold sequentially
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Molds for Automobile Components
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Pressing force ‘ Mold size ‘ Production speed ‘Materialthickness‘ Material range

Below 300 Ton Below 300mm X 2400mm SPM 40~100 Below0.3t ~ 3.0t Below 900mm
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TEL: 82-31-366-0093 FAX: 82-31-366-0094
JINYOUNG PRECISION MACHINE CO.,LTD http://www.kojin.co.kr



