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Project case study this particularly is the education for solves a problem waste and improvement
process. While, the production that is born from blanking process of SAPH 440 thickness 6
millimeter. By use the clearance between punch and die at 0.33 percent of material thickness.
Which, there is burring occurrence and secondary shear on the shear band of the work pieces. By
- building blanking die that have the clearance between punch and die for seek the best clearance that
are appropriate in work production. By fix the size of die and variable the punch size are 1.00, 0.50,
0.33 percent and 0.25 percent of material thickness , regpectively , With compare quality of shear
band the edge cut and the burring that have happened of the work that , for seek the size of punch
and die that is appropriate in work production. The results of the comparison. The work pieces has
that from blanking die that uses the Clearance 0.25 percent of material thickness will give skin
quality of the edge cuts that best and burring least about 0.137 a millimeter and the size of the work
will have quality according to regulations of a customer who 95 percent confidence levels. Because
of blanking that use the clearance lower 3 percent. The line cutting of punch and die have adjacent
many distance and the work piece has high shear stress. There is the period elastic deformation a
little and others be Plastic deformation. Be born hardening at shear band cause the edge of the work
piece has the sharpness and are born the a little burr. From the experiment change the clearance

between punch and die can help decrease waste matter quantities has and reduce production process.

The cost of die is 45,850 bath and break even point is at 23,274 pieces.





