
 

International Journal of Innovative Research in Computer Science & Technology (IJIRCST)  

ISSN: 2347-5552, Volume-10, Special Issue-4, April-2022  

Young Researchers’ Conference on Indian Literatures, 2022  

Organized by Presidency University, Bangalore, India 

 

Innovative Research Publication   20 

 

Applications of Press Work and Die-Punch 

Assembly 
Mr. Bhavan Kumar 

 Assistant Professor, Department of Civil Engineering, Presidency University, Bangalore, India, 

Email Id-bhavankumar.m@presidencyuniversity.in 

 

ABSTRACT: 

Manufacturing procedures like press work and die-punch assembly enable the bulk manufacture of many 

components with exact forms and dimensions. This chapter gives a general overview of press work and die-

punch assembly, outlining their importance, uses, and important factors chapter starts by presenting the idea of 

press labor, which is using mechanical or hydraulic presses to apply force to materials to shape them. It 

emphasizes the function of dies and punches in this process, where the punch applies force to shape the material 

while the die serves as a fixed tool. The chapter highlights the value of accuracy and alignment in die-punch 

assembly to provide reliable outcomes. The benefits of press work and die-punch assembly are covered in the 

chapter. It places a strong emphasis on component manufacturing's capacity for achieving rapid production rates, 

consistency, and reproducibility. These procedures guarantee constant product quality, cost-effective mass 

manufacturing, and reduced material waste. The chapter also recognizes the adaptability of press work, which can 

be used to deal with a variety of materials like metals, polymers, and composites. 
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I. INTRODUCTION 

To shape and produce metal, press work, and die-punch assembly are necessary processes. While press work 

refers to the use of mechanical or hydraulic presses to shape and change sheet metal into desired components, 

die-punch assembly is the tooling technique used in press work to generate accurate forms and dimensions. Press 

work and die-punch assembly are critical processes in a variety of sectors, including automotive, aerospace, 

electronics, and household appliances. These processes allow for the repeatable, extremely accurate mass 

production of complex parts. While die-punch assemblies offer precise and dependable formation, presses enable 

the application of significant force to deform the metal and produce complex shapes [1], [2]. 

The die and punch are pressed together to exert pressure on the material during the press motion, sandwiching a 

sheet of metal between them. The press's ram-mounted punch strikes the sheet metal, causing it to bend and take 

on the shape of the die. The die provides support for the workpiece as it is created and gives it the correct shape. 

This method may be carried out in single-stroke or progressive modes, depending on the complexity of the 

component and the needed degree of output. Key metalworking techniques used in the manufacturing sector to 

shape and create metal components include die-punch assembly and press work. These procedures entail 

applying pressure to a metal workpiece with the aid of a mechanical press machine and specialized equipment to 

give it the necessary shape or form. A mechanical press machine is used to apply pressure to a workpiece in the 

process of press work, commonly referred to as press forming or just pressing. Between a die also known as a 

mold and a punch is the workpiece, which is normally constructed of sheet metal or plate. To deform the 

workpiece, the die and punch assembly consists of a fixed die and a moving punch that moves either vertically or 

horizontally [3], [4]. 

A crucial step in the press work process is the die-punch assembly. The die is a hollow or recessed shape that is 

specifically created to produce the finished product with the correct shape and features. The punch is an 

instrument whose form fits the die and exerts pressure on the workpiece. The ultimate shape and size of the 

pressed component are determined by how the die and punch work together. In the manufacture of metal 

components, press work has many benefits. It makes it possible to shape a variety of materials, including steel, 

aluminum, brass, and different alloys, effectively and precisely. Complex shapes, curves, and features can be 

produced using this technology which would be challenging to do with other production processes. It also 

provides outstanding repeatability and dimensional accuracy, guaranteeing consistency in part manufacture. 
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Depending on how the punch and the die travel during the press work process, different varieties can be 

identified. Common types include deep drawing, blanking, piercing, bending, and embossing. When a larger 

sheet or plate is blanked, a flat shape is created, whereas when a workpiece is pierced, holes or openings are 

made. Bending is used to produce angular or curved shapes, and embossing is used to produce raised or recessed 

patterns on the workpiece's surface. In deep drawing, a flat sheet is transformed into a three-dimensional form, 

like a cylinder or box. The use of press work is common across many different sectors. Car body panels, chassis 

parts, and brackets are frequently made using them in the automobile industry. Press work is used to make parts 

for refrigerators, washing machines, and ovens in the appliance business. To create airplane parts including wing 

structures and fuselage components, the aerospace industry uses press work. The electronics sector also uses 

press labor to create parts for desktop computers, mobile phones, and household appliances. 

The layout and accuracy of the die-punch assembly have a significant impact on how well press work performs. 

To guarantee lifespan, durability, and dimensional accuracy, it is essential to choose the right materials, surface 

coatings, and heat treatments for the die and punch. To get the required results, the die and punch must be 

designed with things like material flow, spring-back, and wear resistance in mind. The press work process has 

recently been improved by developments in CAD and CAM technologies. While CAM software provides the 

effective programming and operation of press machines, CAD software permits the accurate design of 

complicated die and punch geometries. In press work operations, these technologies have increased automation, 

accelerated production rates, and enhanced quality control [5], [6]. 

Press work and die-punch assembly are crucial metalworking techniques utilized in the manufacturing sector, to 

sum up. They offer a practical and affordable method for forming and shaping metal parts. These procedures may 

create complex and accurate parts for a range of industries, from automotive and aerospace to appliance and 

electronics. This is possible with the proper combination of die and punch design. Press work and die-punch 

assembly will continue to develop with the development of technology, allowing the creation of more intricate 

and superior metal components.  

II. DISCUSSION 

Tools 

The necessary tooling for using the presses is a set of dies. A die set is made up of three components: a punch a 

male tool, a die a female tool, and a stripping plate. The die is bolted to the machine bed and the punch is fixed to 

the ram in such a way that the two are perfectly aligned. alignment. The punch enters the die centrally when the 

press's ram and punch move downward together. Figure 1 depicts a die and punch assembly for punching holes in 

metal sheets. The punch slices the metal sheet as it descends. The punch's profile matches that of the hole it 

made. The punched-out piece of sheet metal is discarded as scrap if the remaining portion is the useable 

component. In this instance, the action is referred to as punching. However, the process is known as blanking and 

the punched-out piece is referred to as blank if the useable section is the portion that was punched out. The size of 

the hole in the die determines the size of the blank [7]–[9]. 

 

 

Figure 1: Standard die set with a punch and die mounted in place 
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The purpose of the stripper plate is to keep the sheet kept down throughout the punch's subsequent upward 

movement. Without it, the punch and sheet could become entangled as they go up together. A certain amount of 

clearance is allowed between the punch and the die for effective operation and spotless cut surfaces. It depends 

on the thickness of the sheet being sheared and ranges from 3 to 5% of thickness. After the punch's bottom 

surface makes contact with the sheet, it travels or penetrates the sheet up to roughly 40% of its thickness, causing 

the sheet metal to experience increasing levels of compressive stress. The blank ultimately shears off through the 

remaining 60% of the sheet thickness because the resulting shear force at the blank's perimeter exceeds the 

material's maximum shear strength. If the edge of the blank is visually inspected, the depth of the penetration 

zone and shear zone are clearly defined and readily visible. 

The energy needed for the shearing operation can be found in the area under this curve shown shaded. Fine-

grained alloy steel of the highest quality was used to create the die and punch. To achieve high hardness, wear 

resistance, and impact resistance, they are then heat treated. On occasion, the bottom surface of the punch is 

given a taper when a press capable of applying the full shear force is not available. Shear is the term for this. The 

maximum force required is reduced by the presence of shear because the punch's whole periphery won't press 

against the sheet metal at once. 

Other Operations Performed with Presses 

1. Mechanical presses are used for several useful functions in addition to punching and blanking: Following 

is a list of a few of these: 

2. Bending, deep drawing, coining, and embossing are only a few examples. 

3. These operations are simply explained. 

Bending 

Bending is the process of straight-line deformation of a flat sheet to create the desired angle. By bending, a 

variety of sections, including angles, channels, etc., are created that can then be used to construct steel structures. 

A V-shaped punch, a die, and a press specifically suited for the task are used to perform the bending operation. 

Such presses are known as press brakes because they can have their stroke adjusted at the operator's discretion. 

When bending a metal sheet or flat strip, a V-shaped punch compresses it into a wedge-shaped die. Depending on 

how far the punch depresses, the bend angle will change. Bends that are 90 degrees or obtuse as well as acute in 

angle can be generated. Only 90° bends require the use of wiper bending. In this instance, the sheet is tightly 

pressed against the die while the punch bends the sheet's extended part. 

Spring back 

Due to elasticity, the bend angle has a tendency to widen after the bending operation is complete and the punch 

that applied the bending force has been retrieved. Spring back is the term for this. By initially slightly 

overbending, the effect of spring back may be mitigated. Bottoming and ironing are other ways to stop spring 

back. 1-2° of spring back is typical for low carbon steels, whereas Steel with middling carbon content is 3–4°. 

Deep Drawing 

During the deep drawing process, a flat metal plate or sheet is first formed into a cup shape by being punched in 

the middle by a circular punch that fits into a cup-shaped die. We frequently utilize deep saucepans also known as 

BHAGONAs in domestic kitchens, which are created by the procedure of deep drawing. The procedure is known 

as a deep drawing if the depth of the cup is greater than half its diameter, and a shallow drawing if the depth-to-

diameter ratio is lower. Drawing is a procedure that creates parts with a variety of geometries and shapes. the 

sheet metal component is stressed in a convoluted pattern throughout the drafting process. 

The blank is only subject to stress in the area between the die wall and punch surface, whereas the area closer to 

the bottom is also vulnerable to bending. As a result of circumferential compressive stress and buckling, the area 

of the metal blank that forms the flange at the top of the cup thickens. As a result, the flange needs to be held 

down by a pressure pad, or else its surface will buckle and become uneven, much like an orange peel. Deep 

drawing is a challenging process, and the material that is utilized must be very pliable and ductile or it may 

shatter when under tension. A deep-drawn component's wall thickness changes over time. Tensile strains cause 

the vertical walls to become thinner. However, all around the bottom corner of the cup is where it is thinnest. The 

term necking refers to this thinned sheet at these points. A component may undergo growing after deep drawing 

to achieve more consistent wall thickness. 
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Coining and Embossing 

Specialized metal forming techniques like coining and embossing are used to imprint complex patterns, designs, 

or logos on the surface of various materials. The procedures use, and benefits of coining and embossing in many 

sectors are highlighted in this chapter. The chapter begins by describing the coining procedure, which entails the 

incredibly forceful compression of a substance between two dies. The dies have engraved or recessed designs that 

transfer to the surface of the material, producing a very accurate and detailed design. Coining is frequently done 

at room temperature and is renowned for generating features with good dimensional precision and crisp, well-

defined characteristics. 

The chapter also describes embossing as a technique for imprinting raised or recessed patterns on a material's 

surface. To create a three-dimensional pattern, pressure is applied through a die or a set of dies and counter-dies. 

Depending on the material and intended result, embossing can be done at room temperature or with the use of 

heat. The chapter examines the uses of coining and embossing across several sectors of industry. It emphasizes 

how important elaborate patterns and minute details are when minting coins. Additionally, coining is used to 

create jewelry, medals, badges, and other ornamental products with excellent surface patterns. While embossing 

is used to create attractive and textured surfaces for architectural features or automobile components, it also finds 

use in packaging and stationery. 

The chapter also goes through the benefits of coining and embossing. These procedures provide high accuracy, 

enabling complex patterns and fine details. They are useful for a variety of applications since they may be carried 

out on a broad variety of materials, such as metals, plastics, and chapter. Additionally, offering high repeatability 

and dimensional control, coining and embossing ensure consistent quality throughout manufacturing cycles. The 

chapter also discusses the factors that go into coining and embossing, such as die design, material choice, 

lubrication, and equipment upkeep. To achieve the required pattern and guarantee homogeneous material flow, 

proper die design is essential. The compatibility of the material with the coining or embossing process is ensured 

by careful selection, and efficient lubrication reduces friction and extends die life. Regular equipment 

maintenance helps to preserve the accuracy and avert problems that might lower product quality. 

Specialized metal forming techniques like coining and embossing allow for the production of complex patterns 

and designs on a variety of materials. Their uses include manufacturing jewelry, ornamental goods, and textured 

surfaces in addition to minting coins. Coining and embossing provide producers the opportunity to give their 

goods a distinctive appearance and aesthetic value thanks to their great accuracy, adaptability, and 

reproducibility. Understanding the methods and factors involved in coining and embossing enables successful 

execution and the creation of components with elaborate designs that are aesthetically appealing. 

Coining 

The production of coins, medals, and other small metal items with detailed patterns and exquisite features uses 

the specialized metal forming technique known as coining. An overview of the coining process, including 

applications, benefits, and issues, is given in this chapter. The chapter begins by describing the coining 

procedure, which entails the incredibly forceful compression of a blank piece of metal between two engraved 

dies. The desired image or pattern is produced by transferring raised or recessed patterns from the dies onto the 

metal surface. Coining is a process that is frequently carried out at room temperature and is renowned for 

producing features that are crisp, well-defined, and have good dimensional precision. The application of coining 

to the creation of coins, medals, tokens, and other commemorative artifacts is covered in the chapter. Given that 

coins and medals frequently have historical, cultural, or commemorative value, it highlights how crucial accuracy 

and attention to detail are in these applications. The technique of minting coins enables the production of 

complex patterns, images, messages, and other components that add to the aesthetic appeal and meaning of these 

objects. 

The chapter also emphasizes the benefits of coining. It provides higher dimensional precision, guaranteeing that 

every product is consistent and complies with the requirements. Coining produces items with great surface 

quality and fine detail that is visually attractive. The method's high output rates make it appropriate for industrial 

manufacturing on a broad scale. Additionally, coining is far more effective than other processes of metal shaping, 

with less material loss. The factors related to coining, such as die design, material choice, lubrication, and 

maintenance, are also included in the chapter. The achievement of the required image or pattern and guaranteeing 

homogeneous material flow throughout the coining process depend on proper die design. The choice of material 

has a big impact on how long a coin will last, how it will look, and how well it can resist circulation. Effective 

lubrication reduces friction between the material and the dies, which lowers wear and increases die life. To 
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guarantee consistency in quality and avoid downtime, coining equipment has to undergo routine maintenance and 

inspection. 

In the coining process, a metal blank that has been annealed to soften it is sandwiched between two dies that have 

an impression on them. The blank is constrained along its perimeter in a way that prevents material from flowing 

laterally, or sideways, as the two die close around the blank. The only directions in which the material can freely 

flow are upwards and downwards, thereafter it fills the depressions in the upper die. Depressions in the bottom 

die when it fills up. As a result of the coining operation, the design that was engraved on the top and bottom dies 

is raised in relief i.e., on the respective blank faces without increasing the size of the blank's circumference. In 

this way, coins that are used as currency daily are made. Here, the needed forces are substantially greater and are 

sufficient to generate plastic material flow. 

Guillotine Shear 

A machine tool used to cut sheet metal and other materials is a guillotine shear, sometimes referred to as a lever 

shear or power shear. A summary of the guillotine shear's operation uses, and benefits are given in this chapter. 

The chapter opens by describing how a guillotine shear operates. It is made composed of an upper blade that can 

move and a lower blade that is fixed and connected to a lever mechanism or hydraulic system. The material to be 

cut is laid out on the shear, and as the top blade lowers, it applies shearing force to the bottom blade, which is 

stationary, producing a precise and clean cut.The use of guillotine shears in many industries is covered in the 

chapter. They are frequently employed in industries like sheet metal fabrication, vehicle manufacture, aerospace, 

construction, and other fields that need the straight-line cutting of materials like plates and other materials. 

Guillotine shears are adaptable for a variety of applications since they can handle several metal kinds, including 

steel, aluminum, brass, and copper. 

The chapter also emphasizes the benefits of guillotine shears. One significant benefit is their effortless ability to 

cut through thick materials due to the powerful shearing force produced by the lever or hydraulic system. High 

cutting accuracy provided by guillotine shears enables straight, tidy, and burr-free cuts. They are also rather quick, 

allowing for effective production rates and cutting down on processing time. Furthermore, the chapter refers to the 

adaptability of guillotine shears in terms of movable back gauge location, cutting length, and blade clearance. 

Customization is possible because of this versatility depending on the precise cutting needs and material 

thicknesses. Another benefit is the ease of use and maintenance since guillotine shears are frequently simple to use 

and require little maintenance. 

The chapter does, however, mention several things to keep in mind while using guillotine shears. To avoid 

accidents and injuries, safety precautions including the usage of guarding and appropriate operator training are 

crucial. To achieve ideal cutting performance and long-lasting blades, it is also important to consider material 

properties like hardness and thickness. Sheet metal and other materials may be neatly cut with the help of 

guillotine shears. They are essential in the metal fabrication industry and other sectors because of their durable 

design, excellent cutting precision, and capacity for handling different metals. Guillotine shears help increase 

productivity and quality in industrial processes because of their effectiveness, versatility, and simplicity of usage. 

Operators and manufacturers can accomplish accurate and effective cutting operations by understanding the 

guiding principles and factors of guillotine shears. 

III. CONCLUSION 

Press work and die-punch assembly are crucial industrial procedures that allow for the accurate and effective 

fabrication of a range of components. Numerous benefits, such as rapid production rates, consistency, and 

affordability, are provided by these procedures. Press work, which includes forcing materials into shape with 

mechanical or hydraulic presses, enables accurate and reliable mass manufacture of components. Manufacturers 

may produce complex patterns and exact forms by using dies and punches. Press work may be used in a variety of 

sectors, including the automobile, electronics, consumer products, and more because of its adaptability. Die-punch 

assembly is essential for ensuring that the dies and punches are correctly aligned and working. For component 

production to produce accurate and consistent outcomes, precise assembly is essential. To maximize the 

effectiveness of the assembly process, care must be taken in the design of the die, the choice of materials, the 

lubrication, and the maintenance of the equipment. Manufacturers can satisfy high production needs while 

preserving product quality when press work and die-punch assembly are combined. These procedures assure 

uniform part dimensions and characteristics, cost-effective mass manufacturing, and reduced material waste. 
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