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Abstract

This research studied the wear of punch made of JIS SKD 11 through heat treatment process with sub-
zero treatments and heat treatment under pressure of quenching media materials blanking made of carbon
steel AISI 1020 blanking piece. Rectangular shape, size 10x10 mm. thickness 3 mm. using the cutting clearance
5% blanking pieces to 10,000 pieces of heat treatment processes. In no coolant. By measuring the wear by
weighing the punch. Wear Punch and Shear band.

Effect of heat treatment processes JIS SKD 11 through sub-zero treatments found that the structure of
chromium carbide smaller distributed evenly on the structure of martensite residual austenite structure is small,
the structure of martensite dispersed throughout the specimen. The hardness of the test specimen 58.56 HRC.
JIS SKD 11 tool steel through heat treatment under pressure of quenching media found chromium carbide
structure and martensite dispersed uniformly throughout the small structure. The hardness of the test specimen
equal to 58.35 HRC.

The wear of punch considering the weight of the punch, the heat treatment with sub-zero treatments for
stamping 10 to 4000 changes in weight rather than representing 5.73% and stamping 4,001 to 10,000 punch
with weight change from the original 1.09%. Punch for the heat by heat treatment under pressure of quenching

media found that 10 to 10,000 parts stamping punch with the weight changes from the original 1.31%.

Keyword: Blanking Punch, Wear, Heat Treatment, Microstructure
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Main Effects Plot for Weight change
Data Means

Punching cycle Heat treatment
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Main Effects Plot for Wear rate
Data Means

Punching cycle Heat treatment
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Main Effects Plot for Shear
Data Means

Punching cycle Heat treatment.
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