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Stainless steel sheets have been extensively used in the automotive industry, particularly on body

' parts which are usually produced by stamping processes, such as deep drawing and blanking, are known to
often cause flakes and powdering and conéequent adhesion onto the tool when used without heavy
lubricants. The main goal of the work presented in this paper is to enable the creating of thin film lubricant
for blanking process. The laboratory tests have been especially designed to create the thin film in blanking
process. There are two types of experiment; blanking process without lubricant, blanking process with thin
film lubricant. In order to iﬁvéstigate the phenomena of the shearing edge, the cutting fore and the punch
wear. The results showed; (i) the 'sheared cutting edge (shear band) of the blanking process with thin film
lubricant produced better quality the blanking process without lubricant, (ii) the cutting force of the
blanking process with thin film lubricant decreased approximate 11.79 %: (iii) the wear of the punch edge

of the blanking process with thin film lubricant, was 0.032 mm.





