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ABSTRAK 

Projek ini membincangkan pelepasan die optimum untuk blanking die bagi 

menghasilkan bidal kecil terbuka. Masalah yang berlaku adalah kecacatan selepas 

dikosongkan 5000 kali kosong. Keadah yang digunakan dalam menganalisis bahan 

kerja ubah bentuk adalah dengan menggunakan ANSYS . Objektif projek ini adalah 

untuk mereka bentuk semula die blanking untuk bidal kecil terbuka dan menganalisis 

pelepasan die optimum , berhubung dengan kuasa setem untuk mempunyai penamat 

blanking yang baik dengan menggunakan ANSYS . Dengan menggunakan Analisis 

Dinamik Explicit daripada perisian ANSYS , hasil daripada Finite Element Analysis 

untuk reka bentuk baru blanking die akan diperolehi dan dapat mengurangkan 

kecacatan itu. Hasilnya, reka bentuk baru akan mengurangkan kecacatan duri. 
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ABSTRACT 

This project discusses the optimum die clearance for blanking die to produce thimble 

open small. The most problem that occured is burr defect after blanking 5000 blank 

of workpiece. The most common method used in analyzing workpiece deformation is 

by using ANSYS. The objective of this project is to redesign the blanking die for 

thimble open small and analyze the optimum die clearance, in relation to the 

stamping force in order to have a good blanking finish by using ANSYS. By using 

Explicit Dynamic Analysis from ANSYS software, the result of the Finite Element 

Analysis for new design of blanking die will be obtained and able to reduce the 

defect. As a result, the new design will reduce the burr defect. 
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CHAPTER 1 

INTRODUCTION 

This chapter describes the introduction about blanking die for producing the thimble 

open small. In this part, begin with the introduction of the background, followed by 

translation of problem statement objectives, scope, and structure of the research are 

discussed. 

1.1 Background of Study 

Nowadays, demand for open small thimble has increased in the electric company 

especially in   Tenaga Nasional Berhad (TNB). Thimble used to form the eye of the 

loop before the rope is secured. Steel thimbles, offer added protection from wear and 

tear of direct contact and deformation of the eye, extending the service life of the 

wire rope or wire rope sling.  

 

Blanking die is a one method used for a shaping an open small thimble. The concept 

of blanking is a cutting process in which a piece of sheet metal is removed from a 

larger piece of stock by applying a great enough shearing force. 

 

Jati Beringin Sdn. Bhd (JBSB) is a one company used blanking and bending die to 

produce thimble open small. Blanking die at JBSB is used to blank the raw material 

to produce specific shape that is given from TNB Company. Blanking die has used 

one types of concept in producing the thimble open small that is using blanking 

process from raw material into specific shape. For bending die is used to produce the 

thimble open small that want to supply for TNB Company. Bending die has used two 

different types of concept in producing the thimble open small that is bending from 
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the plate into the U shape and bending from plate into the V shape. All the concept 

and process to making thimble open small are analyzing in this project. 

1.2 Problem Statement 

There are few problems occurred that affect the product like tear and burr after 

producing large volume of thimble open small. Figure 1.1 show the burr defect. If the 

defect always occurred, the daily productivity cannot achieve the target demand. It 

take some time to rework and the cycle time is increased. At the same time, the cost 

of the productivity of production will increased.  

 

 

 

Figure 1.1 : The Defect Burr 

1.3 Objectives 

The objectives of this research are: 

(a)  To redesign the blanking die for thimble open small. 

(b) To analyze the optimum die clearance, in relation to the stamping force in order 

to have a good blanking finish by using ANSYS. 
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1.4 Scope 

Few necessary elements needs to be considered to guarantee the objectives of the 

research achieved. Besides that, the blanking die is analyzed by using Finite Element 

Analysis (FEA). This research investigates the die parameter base on literature study 

from many sources. The parameter that consider is force, deformation, displacement, 

time and energy. Subsequently, FEA from ANSYS software with actual specification 

from the industry for the thimble open small will be used to analyze the optimum 

force that will be applied in blanking die to get good surface finish. Besides that, 

ANSYS also used to analyze difference clearances in new design of bending and 

blanking die. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 


