CARE AND MAINTENANCE

OF CUTTING DIES
Simple, common sense procedure can mean increased die life and improved production to any cutting room operation.

CHECK IN PROCEDURE

1. As soon as new dies are received check to see if they fit the dimensions of the original pattern, print or sample originally sent to us.  Check test cuts from the dies to insure that the measurements are correct.

2. The next step would be to check the identification of the die, such as the die number, size, style and pattern date.  Cutting dies may also be color coded according to styles, types or sizes.  A simple check of the die to its master pattern will insure that the correct coding data is on it.  This can save considerable problems later in production.

3. The last check in procedure is to store the die in its assigned storage area.  This insures that it is protected and can be easily found.

CARE DURING USE
· In many situations, die cutters on piece work tend to treat the dies rough for the sake of speed.

· The basics of good die cutting are: using cutting dies that are maintained in a sharp condition and in good repair on cutting surfaces that are well groomed and flat, and cutting only as much material in one die cut that will not overload the die and cause it to “explode open”.

· Several factors can eliminate die problems before they begin:

1. A common cause of die failure is improper pad use.  Die cutters should distribute their cutting over the total area of the cutting surface.  Most operators, however, tend to use only the front center portion of the cutting pad.  After extended use, the cutting pad is worn away in the front center of the cutting surface.  Now the die cutter is cutting on an uneven surface, creating a strain on the die and requiring more pressure to get a clean cut.  Eventually, the die becomes warped out of shape and could finally break.

2. A common cause of die failure involving large dies on clicker type machines is die cutting with a die that is larger in area than the head of the cutting press.  For example, a die cutter has to die cut a large piece that is 32” long and the head of the press is only 16” or 24” wide.  The operator then has to move the head over on one end of the die and make an impression and then swing the head of the machine to the other end of the die and make another impression.  This practice results in making the die bow like a banana and creates strain and possibly breakage.  If it is not practicable to use the die on a press that has a head big enough to cover the whole die, the die cutter must accept potential die breakage or consider inverted cutting where the die is edge up on the machine bed with the pad on the beam.  If more and more large sized dies are being used, it would pay to invest in a larger press that best handles this type of die cutting.

3. Another reason for die breakage is catching the die with a glancing blow.  This happens on single post clicker machines when the operator, in order to speed up production, trips the beam while it is being swung over the die.  The result is that the die is hit in an angular direction.

4. Often, due to an uneven cutting surface situation, an operator will increase the cutting pressure on his press to give deeper penetration into the cutting surface.  Since only a minimum amount of penetration is required for efficient clean die cutting, if an operator finds that he needs to dig his die deep into a cutting surface, this indicates that either the die is dull, the cutting surface in not in the best of condition or that a different type of cutting surface is required for the job.

5. There are times when a die gets stuck in a cutting surface.  If it is necessary to force a die out of a cutting surface, use a rawhide mallet or a plastic tipped hammer.  Never hit a die with a metal hammer.

6. While cutting, it is often necessary to lay the die down while spreading out material on the clicker press or rearranging the material to be die cut.  It is very important to have a “Sitting Spot” for the die while it is not in use so the cutting edge can be protected to avoid nicking and dulling, and prevent the die from being accidentally dropped.

7. After a die cutter is finished with a particular die, it should be returned to its original storage area and not allowed to lie around in the cutting area where it could be damaged.  If the die requires sharpening or repair, it should be taken out of service and immediately fixed and not allowed to wait for the next time it is required only to find it is unserviceable.

STORAGE OF CUTTING DIES
· The storage of cutting dies is of prime importance in maintaining their good condition.  It is wise to store a set of dies with the identification markings clearly visible so that the correct die can be easily picked out of a set.  This is where the proper code markings and color coding pay a dividend.

· Dies should be stored in an area that is accessible to the die presses, but not in the way of the flow of materials to be cut.  Also, the dies should be stored in an area that is dry and away from moisture.  If the dies are going to be stored for a long period of time, in humid situations, it is best to give them a light coating of oil or some sort of preservative like WD-40 to prevent rusting.

· There are many possible methods of die storage.  Whatever storage system utilized, it is satisfactory as long as steps are taken to protect the dies from one another so there is no cutting edge to cutting edge contact of the dies in storage.  If cutting dies must be stacked, put cardboard between them and limit the stack to two high.

MAINTENANCE OF CUTTING DIES
· Preventive maintenance is the keyword to long and efficient die life.  With proper care during use, adequate storage and simple inspection after each use, dies should give many years of service.

· If a die gets dull from constant use, it should be sharpened.  Ideally, when dies require resharpening, they should be returned to Progressive Service Die Company for resharpening or reconditioning.  We know how to best put a new edge onto a die and make it perform like new.

· An advantage of clicker and high dies is that they can be resharpened many times to extend their working life.  Generally, steel rule dies are not resharpened but are returned and the steel rule blade is simply replaced in the die.

· Many firms periodically evaluate which dies are currently being utilized or expected to be used in the future or on a long term basis.  They then schedule to return these dies to us for resharpening or reconditioning, usually when the dies are temporarily out of service, between production requirements, or at the vacation or inventory period when production is down.  The dies are shipped off to us on the last day or work before the shutdown.  The dies are then service by either resharpening or reconditioning and returned before the plant operations start again, so no time is lost in production.

REPAIRING BROKEN OR DAMAGE DIES
· Whenever a die breaks, there is generally some contributing factor.  Was the die cutter using the die properly?  Was the cutting surface in good repair?  Was the die pushed beyond its capabilities by trying to cut too many layers of material?  Did the die give way due to a manufacturing fault of the die?  These are some of the factors to look for when excessive breakage occurs.

· One major error that some people do for expedience is send the die out to the local welding shop and have the die temporarily brazed with bronze.  Never, never braze a die to repair it.  An all steel die should always be welded.  Each time a die is repaired by welding, it is most important that the die also be re-tempered.

· When there are occasions where a die is damaged or knocked out of fit or shape, it is best to return the die to us for correction.  When dies are returned, make certain that they are individually wrapped and packed so that during shipment extra damage will not occur.  Also, include the original patterns to the dies, or the tin templates, so that the die can be repaired to it’s original shape and maintain its accuracy.
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COMMON SENSE GUIDELINES FOR EFFECTIVE CUTTING 

PAD USAGE

Listed below are common sense guidelines to follow if you want to receive the maximum usage out of your cutting surfaces and maximize the efficiency of your die cutting operations.


 FORMCHECKBOX 
  Select a cutting surface with the proper hardness to give good clean die cuts.

· With a minimum die penetration into the cutting surface.

· Without the need to use Kraft paper, cardboard or chipboard as a buffer between the material to be cut and the cutting surface.

 FORMCHECKBOX 
  CUT ONLY ON ONE SIDE OF A CUTTING SURFACE;  Using both sides of a cutting pad is uneconomical and a poor die cutting practice.

 FORMCHECKBOX 
  Cement the cutting pad down to a wooden backer support to reinforce the cutting surface, prevent    warpage and to allow 100% of the cutting pad to be used during many resurfacings.

 FORMCHECKBOX 
  Rotate cutting pads daily or weekly depending on usage.

 FORMCHECKBOX 
  Distribute die cutting evenly over the complete surface of the cutting pad.

 FORMCHECKBOX 
  Wire brush the cutting surface daily to keep the surface clean and uncontaminated with waste material particles to allow the surface to heal itself between die cuts.

 FORMCHECKBOX 
  Resurface the cutting pad when the surface becomes worn or uneven.

 FORMCHECKBOX 
  Never trip a cutting press until the head of the press is directly over the die.

 FORMCHECKBOX 
  Maintain the cutting dies so they are always sharp, in good repair and in a flat, level condition.

 FORMCHECKBOX 
  Always store cutting surfaces not in use, laid down on a flat surface and not on their sides or ends.

 FORMCHECKBOX 
  Final key to good cutting pad usage is careful, intelligent cutting press usage and height adjustments so that the cutting dies give good clean cuts at a minimum penetration of the cutting surface.

If you have any questions on what type of a cutting surface to use with your particular die cutting situation, call upon us for suggestions.  We can also offer you practical and economical suggestions to maximize the efficiency of your die cutting operations.
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