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[ABSTRACT]
shim stock is often used to adjust the assembly clearance and plays an important role in the aircraft manufacturing process.

Laminated shim stock, also known as peelable shims, is made of multi-layer sheet materials. Laminated

The existing manufacturing methods of the laminated shim stock is mainly mechanical milling and conventional blanking,

both of which might have delamination phenomenon. In this research, the delamination on the sheared edge in the

conventional blanking process of the laminated shim stock is studied. A conventional blanking finite element model of the

laminated shim stock is established as well, the Cockroft-Latham damage model is used to analyze damage in the blanking

process. It is found from the results of simulation and experiment that the various material behaviors of cross section is the

main cause of delamination on the sheared edge.
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Fig.1 Structure and delamination of aluminum alloy peelable gasket
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Fig.2 Section characteristics of blanking parts
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Fig.4 Structure diagram of blanking press and tool
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Fig.5 Schematic of finite element model
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Fig.6 Experimental results of conventional blanking
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Table 2 Experimental data mm

WHHES | RRE | BRRIRGERE | BERREE

1A 4 0.39 1.15 1.49
ikt B 0.47 1.17 1.52
ik C 0.45 1.18 1.50

(a) f7#£0.25mm  (b) f7#£0.5mm (¢) 47F2£0.75mm

# 0.36mm

$0.29mm

(d) 47 1mm  (e) F77E1.25mm (f) 47F21.5mm
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Fig.7 Finite element simulation of shearing zone damage
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Fig.8 Comparison chart of delamination phenomenon (mm)
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