
(i2) mwu ft iz s-5 ivx m £ titz s issaj n 
d9) mm 

IHMMi 
(43) m&'&m a 

2015 ^ 6 R 25 0(25.06.2015) WIPOIPCT 

(10) 

WO 2015/093145 A1 

(51) 
B21D 22/28 (2006.01) 

(21) 

(22) 

(25) 

(26) 4>§fl(£> s In: 

PCT/JP2014/078212 

2014 ^ 10^ 23 0(23.10.2014) 

(30) fiBfefix — £: 
4#Jg| 2013-260072 2013 ^ 12^ 17 0(17.12.2013) JP 

(71) ttiJiA: 0ifSil^5e^tt(NISSHIN STEEL CO., 
LTD.) [JP/JP]; T 1008366 H E^LCD fa -
T@ 4§ 1 Tokyo (JP). 

(72) ^ BJ # : rp ft jn| £ (NAKAMURA, Naofumi); T 
5928332 :A I® J#±|? rfiE |X 5;t E H7 5 #±fe 0 ff 

Osaka (JP). Uj * 
jffi^(YAMAMOTO, Yudai); T 5928332 A li5Jtt±^TfT 
SE5;tSB7 5#±te 0$rSffltt5££tt ft® 
EJFPJTfa Osaka (JP). Hp[5 ;$ (KUROBE, Jun); 
5928332 ArfTS |X gBj 5 #±fe 

Osaka (JP). 
0§T 

(74) ftII A: jl;p , ^(SOGA, Michiharu et al.); 
T 1000005 KjfvflW-tHEAcDfi^Tg 1 # 1 

Tokyo (JP). 
(8i) (^ro&i^PBy, 

IS ft nj f b): AE, AG, AL, AM, AO, AT, AU, AZ, BA, 
BB, BG, BH, BN, BR, BW, BY, BZ, CA, CH, CL, CN, 
CO, CR, CU, CZ, DE, DK, DM, DO, DZ, EC, EE, EG, ES, 
FI, GB, GD, GE, GH, GM, GT, HN, HR, HU, ID, IL, IN, 
IR, IS, KE, KG, KN, KP, KR, KZ, LA, LC, LK, LR, LS, 
LU, LY, MA, MD, ME, MG, MK, MN, MW, MX, MY, 
MZ, NA, NG, NI, NO, NZ, OM, PA, PE, PG, PH, PL, PT, 
QA, RO, RS, RU, RW, SA, SC, SD, SE, SG, SK, SL, SM, 
ST, SV, SY, TH, TJ, TM, TN, TR, TT, TZ, UA, UG, US, 
UZ, VC, VN, ZA, ZM, ZW. 

(84) *!£H (asrofci^isy > ±T(Dmm(Dfcm% 
V&tf nlfb): ARIPO (BW, GH, GM, KE, LR, LS, MW, 
MZ, NA, RW, SD, SL, ST, SZ, TZ, UG, ZM, ZW), 3- — 
r>7 (AM, AZ, BY, KG, KZ, RU, TJ, TM), 3 — 
• V / ^ (AL, AT, BE, BG, CH, CY, CZ, DE, DK, EE, 
ES, FI, FR, GB, GR, HR, HU, IE, IS, IT, LT, LU, LV, MC, 
MK, MT, NL, NO, PL, PT, RO, RS, SE, SI, SK, SM, TR), 
OAPI (BF, BJ, CF, CG, CI, CM, GA, GN, GQ, GW, KM, 
ML, MR, NE, SN, TD, TG). 

[&£%] 

(54) Title: METHOD FOR MANUFACTURING MOLDED MATERIAL, AND SURFACE-TREATED METAL PLATE USED 
THEREIN 

= (54)i 

[05] 

•t 
i-H 
m o\ 
© 
i?) 
T-H 
O 
CJ 

o 
& 

(57) Abstract: This method for manufacturing a 
molded material includes a step wherein a convex 
molded part is formed by performing a molding 
process one or more times on a surface-treated met­
al plate, and a step wherein an ironing process is 
performed on the molded part by means of an iron­
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
ing a push-in hole into which the molded part and 
the punch are pushed. The inner circumferential 
surface of the push-in hole is provided so as to ex­
tend non-parallel to the outer circumferential sur­
face of the punch, and so as to have a clearance 
with respect to the outer circumferential surface in 
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. 
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