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Abstract

This research investigates the factors affecting punch and die wear in the fine
blanking process for JIS SPHD P/O sheet metal with a thickness of 7 mm using both
simulations and experimental testing. The factors considered include cutting clearance
(1-5%t), Punch Speed (25-45 m/min), V-ring pressure (40-80 kN), punch and die hardness
(60-68 HRC), and punch-die edge angle (20-45°). Wear analysis is based on Archard's wear
theory, which evaluates volumetric wear rate under compressive forces and friction
conditions. The results indicate that the optimal cutting clearance significantly reduces
wear, whereas excessive clearance increases deformation and wear rate. Higher shearing
speeds intensify wear due to increased temperature during the cutting process. Proper
V-ring pressure enhances shear force distribution, reducing wear. Increased punch and
die hardness decrease wear, but excessive hardness may lead to tool fracture.
Additionally, an appropriate edge angle reduces friction and effectively minimizes punch
and die wear. The simulation and experimental results show consistent trends, providing
a foundation for optimizing the fine blanking process to reduce tool wear, extend die

lifespan, and improve manufacturing efficiency in the sheet metal forming industry.
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dnursevoanug-ane

INHANITNAADILALNITTIADINUIN
Jarianiosdlonn (1-5%t) Sevsnasanisin
nivesiutlazmeetltedAy lnalaniy
g 198 aiflevesingegil 1-20t wuiinsdn
visevamiuT LAy esanusinseyinseg
a9fu dawaliifinnisdnvsouuuiaia
(adhesive wear) 1ntu luvariitesine 4-
50t uiid19zruanLTINTEYaY wAndULY
Tonalunisiindlaulasuu (roll-over) Usiaa
YUt u Yliveutunudome Yeinei
wanzaniigalunsdlie 3-4%t §sawan
dasnmsdnusevesituduazaneliiian

2. NansenuvesA NS uddensdnuse
YDINUL-A

rnuslunsdindoulinasiegungiues
WUG-A8 WALEATINITANKTD LASHANIS
VAADINUT 7 A1AEIE (25 m/min) Tuss
\RougwazlinNsENYI0NN15TRY (abrasive
wean) 1103 712131599 (40-45 m/min)
wufigamgiaetu dwmalhiannsdnndou
WUU oxidative wear uazn1seauiaiioain
AUTOU (thermal softening) VoI TanWud
muSnzaniianfio 30-35 m/min 3
Wiaunasevinusudeutargamgil

3. HANTENUVDILTINAITINONITANNTE
YDINUL-A

PINAITNARBINUTT U5INATTI 40-80 kN
fiuasednsn1sAnuseveaiutuazaefiugg

AR (40-50 KN) WUITUIULAABUTSEWINg
nszEUILNSEA Yildveuduaudaiu (bur)
qqﬁu il WSINAZY (70-80 kN) wudnusaiden
yuiiudusgnann vildiudiinnisdnuse
L%Usﬁu LLiQﬂmﬁmmzauﬁqmﬁa 60-70 kN %ﬁ
FrgliveuiunuSsuLazansnsinisinmse
VYDINUG

4. NaNTENUVBIAIANULTIBIRUT-ANY
AONITANYTO

AIMAABINUIAAINLLTT 60-68 HRC
AINAlALATIRBNISANNTEVBINUTLAZANEY AN
AL afienda 62 HRC virlWiAn plastic
deformation wagmsanuseidy Arauds
figaufiuly (68 HRO) vinlLAnN1SUAN$17
Lﬁ'aﬂmnmmmiwmaﬁa@ Amuudaf
wzanfigafe 64-66 HRC T9918an8AT
nsannselagldvinliiudiusgiiuly

5. HANTENUYDILUYDUALAAYBINUD-
AUFIONITANNTO

UUYBUALARYDINUT v elNalaen e
deusideunarsnsinisdnnse Mgy 30-45
2971 NUTMITATUFWN Il uddnnse
Ea3 ‘17fuq:u 45 99A1 wudwau%mmtﬁagﬂ
sndunaninaiugs yuilmanzauiigafe
20-25 84 %ﬂﬂhaammuﬁauuazLﬁumqms
T nuvesiuduazang

6. N15LUSBULNEUNANITINABILALAS
NAaBY

MsansisganiLIs FEA Iinadnwsd
danARINUNIINAaBIR3In18luY9 5-8%
TuLnavee Archard Wear Tgngnsalensinis
dnuselasgrausugn Inganiylunsaives
ANMS U LAYl RuAdaunnm g
FEMINNNTTIADIUALNITNAABIDIAAAIN
AMsazauvestusanlyd (Oxidation Layer)
LAZANINIZABVDILIATOU TFewaniLISo19
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lafladnaesesauysalte taue wuzlunis
Uiudganssuaunsliviuuasiiiunisvdedu
(Lubrication Optimization) 4l 8% 188754
FUANIULAT UMY TTENTINNTTUIU N5ARA
USuussandesianiesdlodnliangan 1 3-
4%t 1fipann1sdnvsevesutuazay Ady
augamqilunszuaunandn Tngldszuuh
waoudu (coolant system) Ll oannisannse
ngangfigeeenuuuiud-aeliianuuis
fmanzan (66-66 HRO) Liteann1sdnvisouas
gnogmsldau ldnsiassswiunisvnaes
254 1l oandunuLazUTUUTeUTEANS Aw
ASHER
asUnaniseAUsieendiunzauige
dmdunszurunisliiuuasride Yesiandos
fladin 3-4%t AsSadaden 30-35 m/min
WIINA333 60-70 kN AULTIRUT-Ae 64-66
HRC 4 1v0UANAARUT 20-25 89AT AN
nInAasdlarnsitaesiauAaInAg ou
1y 5-8% Fsegluinamifivensuls ansa
thifeyalulilugnanvinssuads iledeinen
nsldauvesiuduazae andunu waziiis
Uszdnsnmueanssuiunsiiiuuasn

unagy

medeijsinuniladeitnadensdnuse
vpanuduazaglunszuiunis lalduu tneld
Sanuduazas AISI M2 uazTanduau JIS
SPHD P/O Asviun 7 H88luUns N1un1svnnaes
LALN1I1889A8ULUUTIA8Y Archard Wear
Falg@nvimansznuresdadendn 5 Jady
ISuddornaaiasiofnlutng 1-5%t A
FUglUYI 25-45 m/min WSINAI39LUY9 40-
80 kN ArAuuwdsvasud-ane Tuyae 60-68
HRC yuveuAudavesiut-ae Tuis 20-45
aNGA

nan133denuinYesdnaed osilednd
W auegdl 3-0%t Jevvanusudeunas
nsAnusovesiud-meldifian amiFins
dnidouiinzay fe 30-35 m/min Lies91n
Hganusudouwazesiuanuiouavay use
naisfanzan Ao 60-70 kN erreaiuny
mau%yuqwuLLaxammiLﬁﬂgﬂﬁumi’aa AR
udsvesiut-aefivsnzan fio 64-66 HRC B4
reliuduazaienusonisdnuselaely
wWeeiuly qumaumﬁmﬁmmzm AD 20-
25 94A7 FerawanusInTEsoiuTLALLAY
218N UNSUTEU WBUEHINNTNAaeT
Lagn1ssraeanuinAMsAnusedilddaay
AaALARDTEY 5-8% Faagluinasifiueuiu
19 wazarursaurluldlunisesnuuuwas
Uuusanssuaunmsinduuasilugnainnssy
934 Wloifinegmslirvesiuduazanean
Fuyu warUsuUTInannest Uity
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