MODULE 5 – Press Tools, Jigs & Fixtures, Mouldmaking
Unit 3 – Die/Clearance/Slug Relief
Questions
1. What is the recommended clearance between the punch and die for the following materials: (i) Mild Steel and (ii) Copper and (iii) Aluminium.
2. Calculate the diameter of a Punch for punching out a Ø14mm blank from a 1.0mm thick copper strip.
3. Why is Tool Steel a good material for a Punch?

4.  In press tool terminology, what is Die Life?
5. How are the Punch and the Die re-sharpened when they become worn?
Answers

1.  
(i) The recommended clearance for mild steel is 5-7% of the thickness of the 
 
material being blanked, for (ii) copper it is 3-4% and for (iii) aluminium 2%.
2.  
To punch a Ø16mm blank from 1mm thick copper. 
The recommended clearance is 4%. 

The diameter of the punch is calculated as follows:

Diameter of die = diameter of blank = 16mm

Clearance per side = 4% of 1mm = 0.04mm

Clearance on the diameter = 0.04 x 2 = 0.08mm



Therefore the Punch diameter = 16 – 0.08 = 15.92mm
3. 
Tool steel can be machined in its softer annealed state and can then be heat 
 
treated to harden it for use as a Punch. It is an excellent material for punches 
 
and dies and will not crack or distort when it is being heat treated.
4. 
Die life is the time it takes for the sharp corner of the die to wear. The die land 
 
is the vertical land of the die, which cuts and guides the blank.
5. 
The press tool components can be re-sharpened by grinding the bottom face of 
 
the punch and grinding the top surface of the die.
