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Fine blanking is one of the most precision blanking processes. The workpiece cutting edge without
fracture surface can be produced by this method. To produce a desired cutting edge, process
conditions have to be properly determined. In fine blanking tools, Vee-ring is the major part to
introduce sufficient hydrostatic presure. This research work has the purpose to study the influences
of distance of Vee-ring from a cutting edge on the quality of part produced. Fine blanking tool used
for producing circular parts of 16 mm diameter was chosen. Five sets of blank holder with Vee-ring
of distance 2.5, 2.8, 3.0, 3.5 mm and one without Vee-ring were employed in the experiments. The
commercially pure aluminum (A1100-O) of 4 mm thickness was selected as workpiece material. It
has been shown experimentally that the best location of Vee-ring is 2.8 mm from cutting edge
which results in the cutting surface without fracture zone. In addition, the shear zone hight, the die
roll hight and the burr hight are 97.10 percent, 2.90 percent, and 0.43 percent of workpiece
thickness, respectively. The maximum blanking force required is slightly decreased with increasing
distance of the Vee-ring from the cutting edge. The force required from tool without Vee-ring is
lowest. Analysis using commercial finite element method program (DEFORM-2D) has also been

made. The result has shown good relation to the experimental results.
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