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This research study of the influence of lubricant in fine blanking by using doﬁble v-ring. The die was
designed and fe;bricated to carry out experiments for aluminum sheet cutting process beneath the priﬁciple
and the theory of fine blanking. There are four kinds of testing; single v-ring without lubricant, single v-
ring with lubricant, double v-ring without Ii;iaricant and double v-ring with. lubricant. In order to
investigate the phenomena of the shearing behavior, the cutting fore and the punch wear. The work-pieces
from the double v-ring fine blanking process were compared with the work-pieces from the single v-ring
fine blanking. The results showed; (i) the sheared cutting edge of the double v—ring: fine blanking
procedure with lubricant produced better quality the single v-ring fine blanking procedure without any
fracture zone, (ii) the cutting force of the double v-ring fine blanking decreased approximate 26 kN: (iii)
the wear of the punch edge of the double v-ring fine blanking, was 0.020 mm., while the wear of the

punch edge of the single v-ring fine blanking was 0.453 mm.





