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An investigation effect of die angle in fine blanking process

1. 2 1
AITWITOL NIZAVIIU TIY DBAIU LR if‘ﬁ\‘l?l LATLAITY

1 - a_ a o A o a o a o . a .
LAWBNLNABANTIINRG INUINYULNANRARAND IANAD °ﬁﬂ‘].ql3 20250 I‘Yli 0-3823-8398 ¢1a 133 *amﬁ veeraphan@gmail.com

2Aﬂ”|ﬂ%°ﬁ”ﬁﬂ’)ﬂii&lﬂ’ﬁﬁ~la@] ﬁﬂ’]'fl’%L‘Y]ﬂI%IﬂﬁWiz‘ﬂﬂNLﬂéﬁWiZ%ﬂiL%ﬁﬂ L‘IJ@IIJ’N‘%?J ﬂ?dL‘ﬂW"d 10800
2 1
N3 0-2913-2520 ¢ia 1003 , 8208 NTa1T 0-2587-4350 BLN& chn@kmitnb.ac.th2,

surang@kmitnb.ac.th1
e 2 1
Veeraphan Krajubngurn Charn Thanadngarn and Surangsee Dechjarern

1Department of Production technology,Thai-Austrian technical College, Sattahip, Chonburi, 20250, Thailand,
Tel: 0-3823-8398 Ext: 133,*E-mail: veeraphan@gmail.com

2'1Department of Production Engineering, King Monglut’s Institute of Technology North Bangkok , Bangsue, Bangkok,
2 1

10800, Thailand, Tel: 0-2913-2520 Ext: 1003 , 8208 , Fax: 0-2587-4350, E-mail: chn@kmitnb.ac.th2,

surang@kmitnb.ac.th1

unanga

ae Sao ¢ A = a
nwitphldagUasdiefnmraniznuas yuanaLdss
thneny anwanygumadsshnesniinadegmniwisesda
AMNNZUNTI lunssudsmslniluuasnaansndavudsin

& _a & ° ° A o A - a
Tudiefwud  lashuanisdnasadeaaniba llIoudoy
LazHRIUNANNTINRBINUNNTNARDS 5’&@%uawuﬁiﬁ‘lumiﬁiwaaa
uaznaaodunannaazyuauIIaI % JIS.SPHD PO i
ANMURUY 7.2 mm LAAsLSUTLAT060A 0.5 % VBIANNRU

% a 0 = o a
a(q E‘ﬂ%i'ﬂﬂ'ﬁﬂ'\ﬂﬂ\?l”ﬁiﬂ“ﬁ’](maﬂ\‘]ﬂqﬂﬂ'lﬂ 0 45 IﬂﬂLWﬂJ

)
<

o = a =* a
AWAz 5 aNuANyuAaelInas 0.5 19 5.0 mm JETR Y
A39I8z 0.5 mm ANEGL zhumimaaa‘l‘ﬁagummﬁmmﬂma
o = a 2 a A
45 anuanyuaIaeelInaty 2.0 mm  Tuwuinisnaeau
@2891U% Holifa HFF 24
NAIINNNTINRBITIAET AT ldaNu TS suRaTey
o A ad A a A =
ANLREUANgARDYNBELINGY 45 B9A NANANYNAIR
Bosthnes 2 mm laglddianundieens-lsa 6.117 mm
= a a Q/ A
ANNANAE-138 2.14 mm ANUTNUIIPUNITOUAALRY
hs; 100 LWafifuduasnnunuiag uaz hg, 95.13 wedidud
maamwwuﬁaq I@mhmmﬁ@wm@gaqmzijwamnms

FRINUNANTNARDIRD 6.54%

Abstract

The objective of this research is to study the effects of
the die chamfer angle, the die chamfer depth on the quality of
cut edge, the geometrical quality in the fine blanking process
by finite element method. The numerical results are then to be
compared with the experimental results. In both the
simulation and experiment, mild steel JIS.SPHD P/O with 7.2
mm thick, die clearance of 0.5% are used in common. For the
simulation, die chamfer angles of 0o to 45o with an increment
of 50, die chamfer depths of 0.5, 1.0, 1.5 ,2.0, 2.5, 3.0, 3.5,
4.0, 45 and 5.0 mm are applied. On the other hand, die
chamfer angles 45° and die chamfer depth of 2.0 mm. are
used for the experiment. Holifa HFF 24 is used as lubricant.

The numerical results show the value is make
quality of cut edge very good is die chamfer from 45o and die
chamfer depth of 2.0 mm. the value of width die-roll 6.117
mm. depths of die-roll 2.14 mm. and excellent flatness of cut
edge hg; 100 % and hg, 95.13 % , the maximum error

between the simulation model and the experiment is 6.54 %
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