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Shearing Technology for High Tensile Strength Steel
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Abstract

Hydrogen embrittlement cracking, burr and tool wear in shearing process are becoming more
important issues to apply high strength steel sheets for automotive body parts. In this paper, new
coining method with aid of scrap parts and cut-off punching process were introduced. And developed
trimming die structure for suppressing the occurrence of burr on sheared surface was introduced.
In addition, the mechanism of tool wear of shearing tool for high strength steel was discussed, and
the effect of coating on shearing tool life was investigated.
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Schematic of coining method with aid of scrap
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Punching conditions
No. D, D, Cut-off width

[mm)] [mm] [mm]
1 10.32 - 0
2 10.32 0.08
3 10.00 10.48 0.24
4 9.68 0.40

D,: Punch diameter in the first step
D,: Punch diameter in the second step
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(a) Cylindrical punch (b) Cut-off punch
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Schematic diagram of pierce processing test
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