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The Effect of V-ring Indenter Geometry in Fine-blanking Process by
Using Finite Element-Simulation

Phisit Srinoi'* and Sirichai Torsakul?

Abstract

This research is to study the shearing behavior
of Al1100-0 Grade Aluminum with the thickness of
2 mm from fine-blanking die, associated with single
v-ring indenter and double v-ring indenter. The results
obtained from the finite element-simulation to be
compared with the actual experiment revealed that

the height of burr caused by single v-ring indenter
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fine-blanking had a discrepancy of 9.68% and 7.27%
for the double v-ring indenter fine-blanking. Material
flow and distribution of shear stress in double v-ring
indenter type was more than those occurred in the

v-ring indenter type.
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