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Abstract

In blanking process, the major concern on designing stripper
plate is to determine high enough force to hold the strip while
blanking and get off the strip from punch when completed.
However, stripping force has also influenced the quality of part
produced and tool life. This work studied on the effect of stripping
force on the quality of part produced and blanking force. Material
to be cut is steel SPCC;JIS (AISI 1005) of 2 mm thick. Circular
blanks of 25 mm in diameter were cut. The blanking conditions
when using stripping force of 0%, 4.1%, 9.9%, 21.7% and 45.5%
of blanking force were investigated. The quality of cut surface
consists of die roll, shear zone, fracture zone and burr were
recorded. The results had shown that die roll, fracture zone and
burr were largest and shear zone was smallest when using tool
without stripping force (0% of blanking force). Die roll, fracture
zone and burr were smaller and shear zone was larger when
using higher amount of stripping force. However, at certain value
of stripping force almost no change was found on the quality of
cut surface. The part distortion was found high when using small

stripping force. The blanking force was higher when using tool



with higher stripping force. It can be concluded that the small
amount of stripping force less than 5% of blanking force introduce
bad quality of cutting surface and accuracy of part while stripping
force of higher than 5-20% of blanking force has smaller effect on

quality of part produced.
Keyword : Stripping force / Cutting edge / Blanking
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