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Influences of Blanking Tool Wear on Quality of Blanked Work piece

N1

< 1 a & 2 ¢ o ¢ 1Y a &3
fgmwzy , ’ngm s , WIFAWHWD BNIATNINE

a a a @ 1
ﬂﬂﬂ’l‘ﬂ’]’lﬂ’lﬂii&lq@]ﬁ’]%ﬂ’]‘i AUSIMNTINMENS guﬁﬂawaanwuuLﬂﬂIuIaSSWﬁuaﬂa

0,398 —uATWILN A.ARBINN 8.57YLT 2.Unumil 12110
In3. 0-2549-3444 In3an3. 0-2549-3442

a d o 2 a_ a { 3 a a Y 1y
mmmm%aaﬁaua:me; MAITIAINITULATDING. ATKRAAINTINANEAS NWW’J“I’I&I']RFJLYI@]I%IRGW?::%a&lmﬂ”lﬁ%lﬁ

91 ﬂ.ﬂi:“ﬁ’lq“?}ﬂ JURREN ‘ij‘]ﬂ? NINAIARINAT

10140

Tn3. 0-2470-9203 113813. 0-2872-9080, E-mail : kulachart@rit.ac.th', varunee.pre@kmutt.ac.th> , pongpan.kae@kmutt.ac.th’

Kunlachart Junlapen* Varunee Premanond* Pongpan Keawtatip*

Department of Industrial Engineering, Faculty of Engineering, Rajamangala Institute of Technology

Khong 6 Thanyaburi Pratumtani, 12110, Thailand Tel. 0-2549-3444 Fax. 0-2549-3442

Department of Tools and Material Engineering, Department of Mechanical Engineering, Faculty of Engineering,

King Mongkut's University of Technology Thonburi, Bangkok 10140, Thailand
Tel: 0-2470-9203 Fax: 0-2872-9080, E-mail : kulachart@rit.ac.th', varunee.pre@kmutt.ac.th’ , pongpan.kae@kmutt.ac.th®

unAnta

wifiufida (Blanking Die) Hwedasilaflddatunmuiium
11N 9 MIFAUIAAAINMIAALEaUITRINIANAAURINUTUAZANY
%a%m’mﬁ]:ﬁgﬂiwmuﬁnwmwaﬂﬁufuazmﬂ Wesruinmiea
NTU ANFATEIRUTULAZ AN B AANNTANWTD FeFonaliTuin
"LaJ'"L@TQmmwLLa:awﬁw‘lﬁﬁmiLﬂ'mﬁv'umaummﬂLL@ia%uawuluﬂWi
HAR WITEEUIA WM IEnE BnEwarasmAnwsa i uadevay
faasiunuilduazusslunisea Imsﬁwnﬁmaaaé‘@i‘a@;mﬁﬂ
SPCC;JIS (AISI 1005) fifiaanumm 2 ay. é’m%umulﬂugﬂwnaw
Wusuguanand 25 wal. uaztdenlFussUanTuinm 4.1%w09u59
fa $1MIuMIea 8,000 A3 I EuHA ldanmIsauin
mﬁmqmmwmawauﬁm%umm Fatsznaudiuniu 4 §ufe d1u
1faus (Die  roll), Sandaiiian (Shear surface),  Jasinua
(Fracture surface) Waz@Iua3U (Burr) TI0H9NTIATZHENTULEUGD
maa%ummmzmm@Lé"umugmﬁﬂmw 4TUIU INHANTNARSS
Alanuinmsinnisssiiaunmiuninuasdudiasauda
sraznIEnWIadIuTIATI N NIIEIRR NG 1ilaRanTon
Qmmw%mmwuiw nsanuTarniTznzauldann saudnana
LLR:ﬂ%UU%?JBUﬁ@%%GW%gG%% fuTsaaLAauld1anas Han1s
5@1n155:ﬂ:miudu€f'sLm:mm@]Lﬁumuquﬁﬂmwaa%umm:ﬁ@h
WNT% wananiuiInuinsanusernlvdesliussdaduin
Rt 6'1’:1fuﬁmﬁ"lﬁ'iﬂmﬁﬂmﬂﬁﬂﬁqmmwmawaué’m%vmm
weag LLaﬂ‘ﬁLL‘iﬂuﬂ’ﬁﬁﬂﬁgd%ﬂﬁiF_l

AEIATY | MIRNNID , UAN , Qmmwmawaué’m%mm

* Corresponding author

Abstract

Blanking Die is the tool to produce mass production parts.
Separation of part is made between cutting edge of punch and
die. Increasing the quantity of part produced, will increase high
wear volume of punch and die. Consequently, the quality of part
are decreased. Additional process to finish the product may be
required. This research work aimed to study the influence of
punch wear on quality of part parts produced and cutting force
required in process. Material to be cut is steel SPCC;JIS (AISI
1005) of 2 mm thick. 8,000 circular blanks of 25 mm in diameter
were cut. The blanking conditions when using stripping force of
4.1% of blanking force were investigated. Four major part of cut
surface; die roll, shear zone, fracture zone and burr, were
recorded. The measurement of flank and face wear were made.
The result had shown that die roll, fracture zone and burr were
increased while shear zone was decreased with increasing wear.
Moreover blanking force was higher when blanking tool wear. It
can be concluded that blanking tool wear introduce poor quality
of cutting surface and accuracy of part.

Keyword : Wear / Cutting edge / Blanking
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