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(57) Abstract: This method for manufacturing a

[B75] molded material includes a step wherein a convex
molded part is formed by performing a molding

2 process one or more times on a surface-treated met-

20a 20 210 5404 / al plate, and a step wherein an ironing process is

performed on the molded part by means of an iron-

' ' a4 ing mold after the molded part is formed. The iron-
ing mold is equipped with a punch that is inserted
into the interior of the molded part, and a die hav-

( 21 ing a push-in hole into which the molded part and

‘ A the punch are pushed. The inner circumferential
= surface of the push-in hole is provided so as to ex-
/ A 12 "‘ tend non-parallel to the outer circumferential sur-

Te g face of the punch, and so as to have a clearance
with respect to the outer circumferential surface in
21ta 211 accordance with the non-uniform sheet thickness
distribution of the molded part in the push-in direc-
tion prior to the ironing process, so as to achieve a
fixed amount of ironing of the molded part along
the push-in direction.

‘ 57 BH: KRB S BEBM LSS

d, 2L 1 @@&MJDIE&EEL

BRERIZAS C & TORDRBMIE

ERMTEIEL, MEMIMZERTL

. . ERICLCEMIAESHICEYKTMI

BMISLEMIZTOIREZEZEE, LOEMIAREE., RBMIBORAMIBEASNL/ AV FL, N

>%ta%tm%mlﬂﬁﬁblihé#ﬁﬂéﬁiéa4&§ﬁzruéo#ﬁﬁ@ﬂ%ﬁ@\nyf

OABEEFTTLEEIA TS L E SIS, ABMIHO L CSBANMRAAACBOT—ELHDE S

I:L:%iJ_DIﬁIJODEJZﬁ/huI BORAFTRITH S FEH—LGHRESMIZIL L=V T7 5 A ESNETEDREIC
B HEIITHIToNTLNS,



WO 2015/093145 A1 WK 00T VAT 0O

BT ABELE:
— EBRRERE (FHF 21 %0)



