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The objective of this thesis is to study the influences of stripping force on wear rate of blanking die.
The blanking conditions when using stripping force of 0, 4.1, 9.9, 21.7 and 45.5 percent of blanking
force were investigated. Punch material is SKD11; JIS harden to hardness of 60 X 1 HRC.
Clearance between punch and die is 5 percent of workpiece thickness. SPCC; JIS (AISI 1005) strip
steel with thickness 2 mm is used as workpiece material. The strip is blanked in to circular shape of
25 mm in diameter. Wear rate on punch has been investigated up to 8,000 strokes. It was found that
high wear rate was dominated at the beginning of experiment up to 3,000 strokes. After 3,000
strokes, wear rate become stable. The set of experiment without stripping force has shown highest
wear rate. Using tool with 9.9-21.7 percent cf stripping force can decrease Wéar rate of punch by 80
percent with a 95 degrec of confident. However, blanking force was higher when using tool with
higher stripping force. Severe adhesive wear was found on the punch when using 45.5 percent of
stripping force. To obtain good quality of cutting edge, stripping force is necessary. However, the
surface quality is not improved when using stripping force higher than 4.1 percent with 95 degree
of confident. Moreover, tool wear reduce the quality of part cutting edge. It can be concluded that
the amount of stripping force between 4.1-45.5 percent of blanking force introduce high quality of
cutting surface. The amount of stripping force between 9.9-21.7 percent is recommended when

longer tool life is taking into consideration.





