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Abstract

The objective of this research was to study tool material on wear behavior in the blanking die. Four
punch materials were JIS SKD11, SKS3, SK5 and SKD61 tool steel. Hardness of Punch were 58 HRC,
53 HRC, 53 HRC and 54 HRC respectively. The tempering temperature was at 400°C. Clearance
between Punch and die is 8%, AISI1020 carbon steel strip with thickness 1 mm was used as workpiece
material. The strip was blanked into circular shapes of 25 mm in diameter. Each punch was used for
blanking 6,000 workpiece. From the experiments, JIS SKD11 had the lowest wear rate; the lower is
SKD61, SKS3 and SK5 in the followed order. The carbon content and chemical composition affected the

wear resistance. SKD11 the higher carbon content increased the amount of carbide compounds in the
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microstructure. The wear rate of the material with higher carbon content was lower than the lower carbon

content.

Keywords: Tool Steel, Heat Treatment, Wear of Blanking Dies
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