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Punch body replacement and height adjustment become so easy by new spring
assy mechanisms. Tooling cost is dramatically reduced by spring assy + guide
combination and by the grind length increase.

---Tooling recommended for EM & AC series machine---
NEX Spring assy

thickness 6.0mm !

M a X

X Mild steel + aluminum max 6.0mm .
Stainless steel max 3.0mm.

}Grinding amount increased to a
maximum of 5.0mm

The grinding amount of the punch is increased to a maximum of 5.0mm.
This means that original style punch can now be reground and reused.

Thickness A(”) |BA%”)

Regrinding value X2 less than 3.2t [ 5.0mm 5 0mm
(Recomendation: 2. Omm) 4.5t 3.9mm

6.0t 2.0mm | 4.0mm

3 Not applicable to narrow type and command for bottom position control
at 2.5 mm. No tool accuracy is guaranteed more than 2mm reground.

% When the punch body is ground by 5mm, its punch size becomes about
0.03mm smaller by punch back taper.

Grind margin
(above table) Closed guide

NEX spring assembly

,_A(%%") B(174") both punch assembly length 208mm \|
& rl

}Conventional punch bodies can
also be utilized

NEX spring assembly is common to all punches the same size. The
existing punch bodies and guides can be directly used as well.

NEX spring assembly
Closed guide

EX spring assembly can be used
for both air-blow and original style
punch body.

P> Maintenance time reduced to 1/3

Height adjustment and punch body change can be performed simply
by loosening the lock bolt and turning the punch body. Use of QS pliers
enables easier removal and installation of stripper plate by “one-touch”,
and reduces maintenance times up to 1/3 *. ( * by our data)

}One-piece spring assembly keeps
the height constant

The punch head and spring unit are combined into one structure to keep
the overall punch assembly height unchanged despite height adjustment.

}Optimum benefits of air-blow
tooling displayed

The air-blow system supplies the air-blow tooling with air and an oil mist
to prevent deposition, slug pulling and to facilitate maintenance.

Reduction of
strip failures

Reduction of
slug pulling

Prevention of entry
of foreign body

Reduction of fine
needle pulling

Retain hole
accuracy
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Rise of tooling
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Contact of guide
with material

Punching
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Power Vacuum Die : standard die for EM & AC for A(%”) & B(1¥%")

Vacuum suction unit by air jet flowing downwards in the die preventing slug-pulling

Vacuum die — Die Power vacuum die
Y | Die holder ' —
Air - i ——
_-! ~ Ejector -
A L f pipe
Vactum WL ir 1 1/ 19
die holder B(1 va ) A(/z )
Tooling size Specification Vacuum unit Turret size Air flow line

Power vacuum Same diameter turret

A (PV)
Die has a small pin holes
(1/2”) aiming toward downward , and
this creates maximum vacuum
Power vacuum die effect.
B
(PV) Air jet vacuum
(1747) (AJV)
Slug vacuum system by strong
jet air projected toward

downward under the die.

21. Power vacuum die cannot be applied on PKK die and back tapered die, because of less effectiveness of slug-pulling
prevention.

¥2. Z turret uses AJV system, air projected position is different from power vacuum system. (See upper drawing)

3. Power vacuum system works A('2") and B(1%4”) on the same diameter turret. (except auto index station)

Original style

—TT— B Tooling selection and code
Description Punch : : Die. : Code No.
Punch material | Die grade | Die material
Set assy SKH Original SKD 311110
> Punch assy SKH 111110
0 Punch tip SKH 411110
s |e PV SKH 261V20
Slg Die SKH
% 3 2 Orignal o5 36131828
g i B Component parts list
[ No. Description Code No.
Z 1 |Double punch head 901400
& 2 |Stripping spring 901300
3 |Punch driver 901520
4 |Retainer collar 901200
5 |O-ring 910060
6 [Closed guide with bush & O-ring 901510
o 7 |Lock screw (M10x10) 998600
8 |Straight pin 901550
o) 9 |Punch body 901530
7’ij‘ 10 |Urethane tube (10pcs.) -
11 [Spring cover (5pcs.) 926220




1/2" Size

NEX| NEX Air-blow

NEX

NEX Original style

NEX spring assy

Punch assy

208 (Punch height 207. 5./Punch body 207)

Set assy

Closed
guide

' Original fi1 PV
Die N I Die
‘—mzs. 4—| Fozs. 4—|

| Die

NEX spring assy |

Punch assy

208 (Punch height 207. 5./Punch body 207)

Set assy

|Die\

ﬁ

Orlglnal
Die

Closed
guide

Lozs o]  Foss ]

X Closed guide is recommended for EM machine.

E Original style

Punch assy
209. 5 (Punch height 207. 5./ Punch body 207)

Set assy

e

e
B Dj’ Orgzal@ Nf

-

O-ring type for retainer

Closed guide

O

" Install O-ring on

to guide

Open guide

Install O-ring on to
retainer

~

/




B Tooling selection and code (Code No.)
~ | Punch Die NEX Air-blow NEX Original style Original style
e Punch material Die grade Die material | Closed guide| Open guide |Closed guide| Open guide |Closed guide| Open guide
PV SKH 36HV20 | 36HZ20 | 36XV20 | 36XZ20

APH . SKH 36HY20 [ 36HX20 | 36XY20 | 36XX20 | 36X020 | 36X720
Original SKD 31HY20 | 31HX20 | 31XY20 | 31XX20 | 31X020 | 31X720
PV SKH 36GV20 | 36GZ20 | 366V20 | 366220
- SKH-F Original SKH 36GY20 | 36GX20 | 366Y20 | 366X20 | 366020 | 366720
assy SKD 31GY20 | 31GX20 | 316Y20 | 316X20 | 316020 | 316720
PV SKH 36FV20 | 36FZ20 | 362V20 | 362720
SKH Original SKH 36FY20 | 36FX20 | 362Y20 | 362X20 | 362020 | 362720
SKD 31FY20 | 31FX20 | 312Y20 | 312X20 | 312020 | 312720
= Original SKH 361Y20 | 361X20 | 361020 | 361720
SKD 311Y20 | 311X20 | 311020 | 311720
APH 11HY20 | 11HX20 | 11XY20 | 11XX20 | 11X020 | 11X720
Punch | SKH-F 11GY20 | 11GX20 | 116Y20 | 116X20 | 116020 | 116720
assy SKH 11FY20 | 11FX20 | 112Y20 | 112X20 | 112020 | 112720
SKD 111Y20 | 111X20 | 111020 | 111720
APH 41H020 | 41H020 | 41X020 | 41X020 | 41X020 | 41X020
Punch | SKH-F 41G020 | 41G020 | 416020 | 416020 | 416020 | 416020
body SKH 41F020 | 41F020 | 412020 | 412020 | 412020 | 412020
SKD 411020 | 411020 | 411020 | 411020
. SKH 261020 | 261020 | 261020 | 261020 | 261020 | 261020
Original SKD 211020 | 211020 | 211020 | 211020 | 211020 | 211020
Die PV SKH 261V20 | 261V20 | 261V20 | 261V20
PKK die SKH 261420 | 261420 | 261420 | 261420 | 261420 | 261420
(®20mmormore)|  SKD | 211420 | 211420 | 211420 | 211420 | 211420 | 211420
B Component parts list
Fig.No. Description Code No. PKK die
1 NEX spring assy 980000
, Closed guide 910060
2 O-ring -
Open guide 910150
3 Urethane tube (10pcs.) -
4 Closed guide (AB) 51F020
5 Open guide (AB) 51F320
6 QM stripper plate (AB) 51F730
5 6 |Open guide (AB) & QM stripper plate (AB) 81F630
7 Closed guide (Original style) 511020
Open guide (Original style) 511320
QM stripper plate (Original style) 511730
8 9 |Open guide (Original) & QM stripper plate (Original) 811630
10  [Double punch head 901400
11 |[Stripping spring 901300
12 |Retainer collar 901200
13 [Spring cover (5pcs.) 926220
14  |QS pliers 911910




NEX

NEX Air-blow

NEX

NEX Original style

Set assy

NEX spring assy

Punch assy

208 (Punch height 207. 5./ Punch body 207)

Closed
guide

|’U>2 91/I

—30—

Die

Original
Die

st.zt—l

:‘0225. 4‘{

Set assy

‘ NEX spring assy

Punch assy

208 (Punch height 207. 5./Punch body 207)

Closed
guide

T925. 91"

; Original f
57 o \

Hazs. 44

VP
Die

F@zs. 44

X Closed guide is recommended for EM machine.

¥ Punch bigger than ®6.0mm diameter has a center hole.

Original style

Set assy

Punch assy

Closed
guide

209. 5 (Punch height 207. 5./Punch body 207)

}“D 25. 91‘.

= O_riginal
Die

Die \

Hazs. 44

.rmzs. 44

e 2¢Punch bigger than ®6.0mm diameter has a slug ejector.

»Punch bigger than ®6.0mm diameter has a slug ejector.

~

Closed guide

-

" Install O-ring on
to guide

O-ring type for retainer

=

Open guide

retainer

Install O-ring on to

J




HM Tooling selection and code (Code No.)

bescrtion Punch Die NEX Air-blow NEX Original style Original style
Punch material Die grade Die material | Closed guide| Open guide |Closed guide| Open guide |Closed guide| Open guide
PV SKH 36HV30 | 36HZ30 | 36XV30 | 36XZ30
APH Original SKH 36HY30 | 36HX30 | 36XY30 | 36XX30 | 36X030 | 36X630
SKD 31HY30 | 31HX30 | 31XY30 | 31XX30 | 31X030 | 31X630
PV SKH 36GV30 | 36GZ30 | 366V30 | 366730
Set SKH-F Original SKH 36GY30 | 36GX30 | 366Y30 | 366X30 | 366030 | 366630
assy SKD 31GY30 | 31GX30 | 316Y30 | 316X30 | 316030 | 316630
PV SKH 36FV30 | 36FZ30 | 362V30 | 362730
SKH Original SKH 36FY30 | 36FX30 | 362Y30 | 362X30 | 362030 | 362630
SKD 31FY30 | 31FX30 | 312Y30 | 312X30 | 312030 | 312630
559 Original SKH 361Y30 | 361X30 | 361030 | 361630
SKD 311Y30 | 311X30 | 311030 | 311630
APH 11HY30 | 11HX30 | 11XY30 | 11XX30 | 11X030 | 11X630
Punch | SKH-F 11GY30 | 11GX30 | 116Y30 | 116X30 | 116030 | 116630
assy | SKH 11FY30 | 11FX30 | 112Y30 | 112X30 | 112030 | 112630
SKD 111Y30 | 111X30 | 111030 | 111630
APH 41HO030 | 41H030 | 41X030 | 41X030 | 41X030 | 41X030
Punch | SKH-F 41G030 | 41G030 | 416030 | 416030 | 416030 | 416030
body | SkH 41F030 | 41F030 | 412030 | 412030 | 412030 | 412030
SKD 411030 | 411030 | 411030 | 411030
. SKH 261020 | 261020 | 261020 | 261020 | 261020 | 261020
Original SKD 211020 | 211020 | 211020 | 211020 | 211020 | 211020
Die PV SKH 261V20 | 261V20 | 261V20 | 261V20
PKK die SKH 261420 | 261420 | 261420 | 261420 | 261420 | 261420
(®20mmormore)|  SKD | 211420 | 211420 | 211420 | 211420 | 211420 | 211420

Bl Component parts list

Fig.No. Description Code No.
1 NEX spring assy 980000
5 O-ring Closed guide 910060

Open guide 910150

3 Urethane tube (10pcs.) -
4 Closed guide (AB) 51F020
5 Open guide (AB) 51F320
6 QM stripper plate (AB) 51F730
5 6 |Open guide (AB) & QM stripper plate (AB) 81F630
7 Closed guide (Original style) 511020
Open guide (Original style) 511320
9 QM stripper plate (Original style) 511730
8 9 |Open guide (Original) & QM stripper plate (Original) 811630
10  |Double punch head 901400
11  |Stripping spring 901300
12 |Retainer collar 901200
13 |Spring cover (5pcs.) 926220
14  |QS pliers 911910




NEX| NEX Air-blow NEX| NEX Original style
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‘—mzs.a—l ‘—ozs.H l-mzs.a—l H)zs.a—l

X Closed guide is recommended for EM machine. ¥ Punch bigger than ®6.0mm diameter has a slug ejector.
X Punch bigger than ®6.0mm diameter has a center hole.

Original style

2 O-ring type for retainer )

Closed guide Open guide
. - &=
o
«
> |3 ‘ : . _
% 3 Install O-ring on Install O-ring on to
E to guide retainer
© < j
c | a
O |\
AMEE
S|
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0p] 2
<
2
oy
o Closed
" guide
o
o
«

®25 9 .

Die \

Original
Die Dle

l-mzs | l‘mzs

a $Punch bigger than ®6.0mm diameter has a slug ejector.




B Tooling selection and code (Code No.)
bescrtion Punch Die NEX Air-blow NEX Original style Original style
Punch material Die grade Die material | Closed guide| Open guide |Closed guide| Open guide |Closed guide| Open guide
PV SKH 37HV20 | 32HZ20 | 37XV20 | 37XZ20
APH Original SKH 37HY20 | 37HX20 | 37XY20 | 37XX20 | 37X020 | 37X720
SKD 32HY20 | 32HX20 | 32XY20 | 32XX20 | 32X020 | 32X720
PV SKH 37GV20 | 32GZ20 | 376V20 | 376720
SKH-F . SKH 37GY20 | 37GX20 | 376Y20 | 376X20 | 376020 | 376630
aizty Original SKD 32GY20 | 32GX20 | 326Y20 | 326X20 | 326020 | 326630
PV SKH 37FV20 | 32Fz20 | 372V20 | 372220
SKH Original SKH 37FY20 | 37FX20 | 372Y20 | 372X20 | 372020 | 372630
SKD 32FY20 | 32FX20 | 322Y20 | 322X20 | 322020 | 322630
SKH 371Y20 | 371X20 | 371020 | 371630
SKD Original
SKD 321Y20 | 321X20 | 321020 | 321630
APH 12HY20 | 12HX20 | 12XY20 | 12XX20 | 12X020 | 12X720
punch | SKH-F 12GY20 | 12GX20 | 126Y20 | 126X20 | 126020 | 126630
assy SKH 12FY20 | 12FX20 | 122Y20 | 122X20 | 122020 | 122630
SKD 121Y20 | 121X20 | 121020 | 121630
APH 42H020 | 42H020 | 42X020 | 42X020 | 42X020 | 42X020
Punch | SKH-F 42G020 | 42G020 | 426020 | 426020 | 426020 | 426020
body SKH 42F020 | 42F020 | 422020 | 422020 | 422020 | 422020
SKD 421020 | 421020 | 421020 | 421020
. SKH 271020 | 271020 | 271020 | 271020 | 271020 | 271020
Original SKD 221020 | 221020 | 221020 | 221020 | 221020 | 221020
Die PV SKH 271V20 | 271V20 | 271V20 | 271V20
PKK die | SKH | 271420 | 271420 | 271420 | 271420 | 271420 | 271420
(@zEm ermend)| - Gido) 221420 | 221420 | 221420 | 221420 | 221420 | 221420
B Component parts list
Fig.No. Description Code No.
1 NEX spring assy 980000
> O-ring Closed g.uide 910060
Open guide 910150
3 Urethane tube (10pcs.) -
4 Closed guide (AB) 52F020
5 Open guide (AB) 52F320
6 QM stripper plate (AB) 52F730
5 6 |Open guide (AB) & QM stripper plate (AB) 82F630
7 Closed guide (Original style) 521020
8 Open guide (Original style) 521320
9 QM stripper plate (Original style) 521820
8 9 |Open guide (Original) & QM stripper plate (Original) 821630
10 Double punch head 901400
11 Stripping spring 901300
12 Retainer collar 901200
13 Spring cover (5pcs.) 926220
14 QS pliers 911910
B Option  Additional work plus narrow type need additional charge.
ltem Set Assy | Punch Assy | Punch body Stripper & Guide Die

4 corner radii

Additional

Additional key angle

Shear angle (2°)

Narrow (less than 2mm)

X Shear angle reduces the punch tonnage and noise.




NEX| NEX Air-blow NEX| NEX Original style
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Closed guide is recommended for EM machine. 2 Punch body has a slug ejector.
2Punch body has a slug ejector.
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e $Punch body has a slug ejector.




B Tooling selection and code (Code No.)
Descipton Punch Die NEX Air-blow NEX Original style Original style
Punch material Die grade Die material | Closed guide| Open guide |Closed guide| Open guide |Closed guide| Open guide
PV SKH 36HV40 | 36HZ40 | 36XV40 | 36XZ40
APH Original SKH 36HY40 | 36HX40 | 36XY40 | 36XX40 | 36X040 | 36X640
SKD | 31HY40 | 31HX40 | 31XY40 | 31XX40 | 31X040 | 31X640
PV SKH | 36GV40 | 36GZ40 | 366V40 | 366Z40
- SKH-F Original SKH 36GY40 | 36GX40 | 366Y40 | 366X40 | 366040 | 366640
assy SKD 31GY40 | 31GX40 | 316Y40 | 316X40 | 316040 | 316640
PV SKH | 36FV40 | 36FZ40 | 362V40 | 362Z40
SKH Original SKH | 36FY40 | 36FX40 | 362Y40 | 362X40 | 362040 | 362640
SKD | 31FY40 | 31FX40 | 312Y40 | 312X40 | 312040 | 312640
S Original SKH 361Y40 | 361X40 | 361040 | 361640
SKD 311Y40 | 311X40 | 311040 | 311640
APH 11HY40 | 11HX40 | 11XY40 | 11XX40 | 11X040 | 11X640
Punch | SKH-F 11GY40 | 11GX40 | 116Y40 | 116X40 | 116040 | 116640
assy | SKH 11FY40 | 11FX40 | 112Y40 | 112X40 | 112040 | 112640
SKD 111Y40 | 111X40 | 111040 | 111640
APH 41H040 | 41H040 | 41X040 | 41X040 | 41X040 | 41X040
Punch | SKH-F 41G040 | 41G040 | 416040 | 416040 | 416040 | 416040
body | skH 41F040 | 41F040 | 412040 | 412040 | 412040 | 412040
SKD 411040 | 411040 | 411040 | 411040
o SKH | 261040 | 261040 | 261040 | 261040 | 261040 | 261040
SKD | 211040 | 211040 | 211040 | 211040 | 211040 | 211040
Die PV SKH | 261V40 | 261V40 | 261V40 | 261V40
PKK die SKH | 261440 | 261440 | 261440 | 261440 | 261440 | 261440
(®20mmormore)|  SKD | 211440 | 211440 | 211440 | 211440 | 211440 | 211440
B Component tooling list
Fig No. Description Code No.
1 NEX spring assy 981000
2 O-ring 910080
3 Urethane tube (10pcs.) -
4 Closed guide (AB) 51F040
5 Opne guide (AB) 51F440
6 QM stripper plate (AB) 51F740
5 6 |Open guide (AB) & QM stripper plate (AB) 81F640
7 Closed guide (Original style) 511040
8 Open guide (Original style) 511340
9 QM stripper plate (Original style) 511740
8 9 |Open guide (Original) & QM stripper plate (Original) 811640
10 Double punch head 901430
11 Stripping spring 901310
12 Retainer collar 901210
13  |Spring cover (5pcs.) 926240
14 |QS pliers 911910




NEX Air-blow

Punch assy
208 (Punch height 207. 5./Punch body 207)

Set assy

NEX spring assy |
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Die \

% Closed guide is recommended for EM machine.

Punch bigger than ®6.0mm diameter has a slug ejector.

Original style

Punch assy

209. 5 (Punch height 207. 5./ Punch body 207)

Set assy

guide

l Die

o Original
Die

Closed

i

" ®47. 62-‘

g

I oa7, 62—

P Punch bigger than ®6.0mm diameter has a slug ejector.

P Punch bigger than ®6.0mm diameter has a slug ejector.




M Tooling selection and code (Code No.)

bescrntion Punch Die NEX Air-blow NEX Original style Original style
Punch material Die grade Die material | Closed guide| Open guide |Closed guide| Open guide |Closed guide| Open guide
PV SKH 37HV40 | 37HZ40 | 37XV40 | 37XZ40
APH Original SKH 37HY40 | 37HX40 | 37XY40 | 37XX40 | 37X040 | 37X640
SKD 32HY40 | 32HX40 | 32XY40 | 32XX40 | 32X040 | 32X640
PV SKH 37GV40 | 37GZ40 | 376V40 | 376Z40
Set SKH-F Original SKH 37GY40 | 37GX40 | 376Y40 | 376X40 | 376040 | 376640
oo SKD 32GY40 | 32GX40 | 326Y40 | 326X40 | 326040 | 326640
PV SKH 37FV40 | 37FZ40 | 372V40 | 372740
SKH Original SKH 37FY40 | 37FX40 | 372Y40 | 372X40 | 372040 | 372640
SKD 32FY40 | 32FX40 | 322Y40 | 322X40 | 322040 | 322640
SKH 371Y40 | 371X40 | 371040 | 371640
SKD Original
SKD 321Y40 | 321X40 | 321040 | 321640
APH 12HY40 | 12HX40 | 12XY40 | 12XX40 | 12X040 | 12X640
Punch | SKH-F 12GY40 | 12GX40 | 126Y40 | 126X40 | 126040 | 126640
assy SKH 12FY40 | 12FX40 | 122X40 | 122X40 | 122040 | 122640
SKD 121Y40 | 121X40 | 121040 | 121640
APH 42H040 | 42H040 | 42X040 | 42X040 | 42X040 | 42X040
Punch | SKH-F 42G040 | 42G040 | 426040 | 426040 | 426040 | 426040
body SKH 42F040 | 42F040 | 422040 | 422040 | 422040 | 422040
SKD 421040 | 421040 | 421040 | 421040
Original SKH 271040 | 271040 | 271040 | 271040 | 271040 | 271040
SKD 221040 | 221040 | 221040 | 221040 | 221040 | 221040
Die PV SKH 271V40 | 271V40 | 271V40 | 271V40
PKK die SKH | 271440 | 271440 | 271440 | 271440 | 271440 | 271440
(®2.0mm ormore)|  SKD 221440 | 221440 | 221440 | 221440 | 221440 | 221440

Bl Component parts list

Fig No. Description Code No.
1 NEX spring assy 981000
2 O-ring 910080

3 Urethane tube (10pcs.) -
4 Closed guide (AB) 52F040
5 Open guide (AB) 52F440
6 QM stripper plate (AB) 52F840
5 6 Open guide (AB) & QM Stripper plate (AB) 82F640
7 Closed guide (Original style) 521040
8 Open guide (Original style) 521340
9 QM stripper plate (Original style) 521640
8 9 Open guide (Original) & QM stripper plate (Original) 821640
10 Double punch head 901430
11 Stripping spring 901310
12 Retainer collar 901210
13 Spring collar (5pcs.) 926240
14 QS pliers 911910

H Option Additional work plus narrow type need additional charge.
ltem Set assy Punch assy Punch body Stripper & Guide Die

4 corner radii
Additional | Additional key angle
Shear angle (2°)
Narrow (less than 2mm)

¥ Shear angle reduces the punch tonnage and noise.




Realize the time reduction for tooling maintenance!

The tooling cost of large-size punches is sharply reduced.
The punch tip can be more easily changed and adjusted.
Air-blow effect is substantially improved.

— Tooling recommended for EM machines series ——

a(AIpha)QUideS _
o «onaDlade guides

For long tooling D (3%2” ), and E (4%" )

X wpna QU ldes

For long tooling C (2”)

C(2") a guide D(3'2") a guide E(472") a blade guide
= = _TN T *

» Tooling cost reduction » One touch punch height adjustment
a guide and « blade guide™ ! have a dual structure, the punch Easy adjustment by pushing the adjustment button and
driver can slide internally and make easy height adjustment without rotating the punch head. No additional hand tools are required.
shim. Therefore maximum tool grinding value become 2.5 times
longer to maximum 5mm (recommended value is 2mm) *2. > Easy stri pper plate replacem ent

(Thickness 3.3 to 6.0mm remains 2.0mm)
Combination use of o blade guide and « blade punch reduce the

Stripper plates can be easily removed without the need for hand tools.
tooling cost for rectangle and obround shape punch body. pperp y

142 Refer tn table for regrinding value, (Punch or A iz Smm.) a guide can be altered to sheet saver by
Size Guide fype Thickness | Max regrinding| At regiting prchergn stripper change.
Original style asold stripper less than 3.2mm 5mm 79.0mm Notezrlg'q;egsu\;\éreer;zr;;)st ;reeded for the removal of Z style stripper
D(3%) 3.3~6.0mm 2mm 82.0mm ’
Qriginal style - sheet saver stripper | less than 3.2mm |~ 5mm 79.0mm
Original stye o solid stripper s han32nm | S B0l
E@%) 3.3~6.0mm 2mm 83.0mm
Qriginal style -0 sheet saver stripper | less than 3.2mm | 5mm 80.0mm

|
A
| Bl Minimum
- |
— 1

=
—

.___’_r :
~————— Work clamp

M sheet saver type clamp dead zone




@ guide combination

[ @ guide } [ @ blade guide ]

Punch body and punch tip can be loaded. Specified guide for a blade punch.

L]

]
UL
]

i

i

Air-bl h \ f igi \ /
{ Ir-blow punc Original style punch « blade punch

M12 bolt
+

collar

M14 bolt

Punch type a blade punch
Tool size D(3%%") E(4%")
Punch holder Asize 1.5~18mm
- g B size (Max) 85mm 110mm
Punc h b 0 d A Air-blow | Original style Air-blow | Original style
y Meax diagonal |55 6mm | ®88.9mm |_®110.5mm | _®114.0mm

X Max dimension is A size B size diagonal.
T ¥ a blade punch is deferent from the tip type punch for large size.

Punch ty \ Punch tip @ blade punch is only loaded on @ blade guide.

2 Jig is required for punch tip regrinding on TOGU III.

L

@ guide adapter @ sheet saver stripper a solid stripper

(Air-blow or Original style) (Air-blow or Original style)

e

X This is for specified

e ' o gui ly.
Zstlearblow  Original style guide only
stripper stripper
. o o Easy replacement of stripper.
Current stripper plate can be used. Material utilization ratio increases Can be used for cluster punch.



NO.2 NO.3
Air-blow guide Original style guide

MList of C(2") guide assy

Guide type Description No. Code
Alpha guide Alpha guide assy 1 90743E
Air-blow guide Air-blow guide assy 2 900190
Original style guide |Original style guide assy 3 900120

B Large station guide list : & guide *+ « blade guide - Air-blow & Original style guide

No. 1
k5
Q.
©
sis2
H o~
a guide ge
(S}
3
Z style Air-blow
4 7 standard stripper
L 7 777 (Not included)
No. 3 No. 4
L
= E!
o|3 g e | _
@ blade S5 PRAN (v
. T += 1T
guide Ly o
o S
I ®©
-,7 a guide adapter
Z style Air-blow
- - standard stripper
I == == (Notincluded)
; No.
Air-blow 5
guide, -
Original style
Original style Air-blow | gui(gje Y
guide guide

B Large station guide list : D(3'2")

Guide type Description No.| Code

Alpha guide assy without adapter 1 90713E

Alpha guide Alpha guide assy with adapter 2 | 90719E
Alpha guide adapter 907170

. Alpha blade guide assy without adapter 3 | 90715E

Alpha blade guide Alpha blade guide assy with adapter 4 | 90721E
Air-blow guide Air-blow guide assy 5 | 900190
Original style guide [Original style guide assy 6 | 900130




Work clamp

Minimum
35mm

=

Size

M Large Station Size Sheet Saver Guide, Stripper plate & Die

Tool size Description Code
Alpha sheet saver guide assy 90744E
(2" Original style sheet saver stripper plate -
Air-blow sheet saver stripper plate -
Sheet saver die -
Alpha blade guide assy 90713E
D(314") Original style sheet saver stripper plate 520180
Air-blow sheet saver stripper plate 52F180
Sheet saver die 220080
Alpha blade guide assy 90714E
E@4Y) Original style sheet saver stripper plate 520190
Air-blow sheet saver stripper plate 52F190
Sheet saver die 220090

M Large station guide list : o guide + « blade guide - Air-blow & Original style guide

No. 1 No. 2
a guide Eg
No. 3 — No. 4
a blade S ?f : I?L{.'
guide §§
Air-blow No. 5 No. 6
guide, = = Original style
Orig;r:j?(; G\:,tyle guiotl’; guide
B Large station guide list : E(47%")
Guide type Description No. Code
Alpha guide assy without adapter 1 90714E
Alpha guide Alpha guide assy with adapter 2 90720E
Alpha guide adapter 907180
. Alpha blade guide assy without adapter 3 90716E
Alpha bl : ,
pha blade guide Alpha blade guide assy with adapter 4 | 90722E
Air-blow guide Air-blow guide assy 5 | 900200
Original style guide |Original style guide assy 6 | 900140




Shape Round
Tool type Air-blow Original style
Max size ®30.01~P47mm ®31.71~ ® 50.8mm
W 51 — o5 1—\
g
|| 2 =)
> 2 o 5 2
Structure 8 || 2 Lr 15 |[&
© 0 @ |
N —
I W 3
Q@ L o C‘J
a m
\
B Tooling selection and code (Code No.)
L Punch Die Round Shape
Description
Punch material Die grade Die material Air-blow Original Air-blow Original
APH Original SKD 31HZ60 31X060 32HZ60 32X060
Set SKH-F Original SKD 31GZ60 316060 32GZ60 326060
assy SKH Original SKD 31FZ60 312060 32FZ60 322060
SKD Original SKD 311060 321060
APH 11HZ60 11X060 12HZ60 12X060
Punch SKH-F 11GZ60 116060 12GZ60 126060
assy SKH 11FZ60 112060 12FZ60 122060
SKD 111060 121060
APH 41H060 41X060 42H060 42X060
Punch SKH-F 41G060 416060 42G060 426060
body SKH 41F060 | 412060 | 42F060 | 422060
SKD 411060 421060
Stripper Z style air-blow stripper plate 51FZ60 511060 52FZ60 521060
plate  |Sheetsaver - -
Original SKH 215060 215060 225060 225060
1g1
SKD 211060 211060 221060 221060
Die PKK die SKH 215460 215460 225460 225460
Round @2.0mm or more
Shape 2.0mm width or more SKD 211460 211460 221460 221460
Sheet saver die SKH - -




Shape

Air-blow Original style
Inscribed 47mm diagonal .
Rectangle less 10mm X less 50mm Inscribed 50.8mm
51—
> >
e} ©
2 || 80 28 |©
® || 5@ Sls @
> é 5 > é 5
8 93_ o § n:- o
3 &
\ \
o O
5|0 5| ©
- ®88. 89— —88. 89 — |
Sheet saver stripper plate Sheet saver die
IOption Additional work plus narrow type need additional charge.
ltem Set assy Punch assy | Punch body Die

4 corner radii

Additional |Additional key angle

Shear angle (2°)

Narrow (less than 3mm)

1. Punch regrinding value is expanded to max 5mm by using « guide.

2. Slug ejector can be installed for the punch body bigger than ®©6.0mm or A size 6.0mm as standard.

2¢3. Shear angle works for tonnage reduction and nose reduction.




H Solid type punch

Sheet saver die

I
Type Round ! Shape
T t T
. | .. ! . I L.
Tool type Air-blow 1 Original style ! Air-blow I Original style
|
T : :
Max size ®47.01~D85.6mm | ®50.81~88.9mm ! |
: i :
| : :
: HD 89. 4 ‘I—{ ! |
- o i i i
° ] [ l
8 ] [ 1
> || < | | |
B | ! |
© = | ] |
= = o N ] 1
a |2 H |
JE | | |
Structure B ||* ' | '
@ 0 N S !
L - T + T
‘ Y Y :
(@]
©125. 43— ! |
|
____________________________________________________ | |
Air-blow round « guide adapter :_ a sheetsaver ¢ air-blow shape @ guide adapter
o g[“de solid stripper (Z style stripper separate be available) : stripper solid stripper
- = | —_—
stripper it =
type E ! A
|

B Tooling selection and code (Code No.)
L Punch Die Round Shape
Description : - . - X . X .

Punch material Die grade Die material Air-blow Original Air-blow Original
5 SKH-F Original SKD 31GZ80 316080 32GZ80 326080
as‘:ty SKH Original SKD | 31Fz80 | 312080 | 32Fz80 | 322080
SKD Original SKD 311080 321080
SKH-F 11GZ80 116080 12GZ80 126080
P::s‘;h SKH 11Fz80 | 112080 | 12FZ80 | 122080
SKD 111080 121080
SKH-F 41G080 416080 42G080 426080
P:: dcyh SKH 41F080 | 412080 | 42F080 | 422080
SKD 411080 421080
Z style air-blow stripper plate 51FZ80 511080 52FZ80 521080
. ide adapt
Stri pper ((Inglilylg :ir-abﬁo(\e/; stripper plate is not included) 907170 907170 907170 907170
plate a guide solid stripper 51F480 511480 52F480 521480
a guide sheet saver stripper 52F280 520280
Oricinal SKH 215080 215080 225080 225080
rigina
SKD 211080 211080 221080 221080
Die PKK die SKH 215480 215480 225480 225480
shape 2ommudnormoe | SKD | 211480 | 211480 | 221480 | 221480
Sheet saver die SKH 220080 220080
IOption Additional work plus narrow type need additional charge.
ltem Set assy Punch assy Punch body Die
4 corner radii
Additional |Additional key angle
Shear angle (2°)
Narrow (less than 3mm)

X Shear angle reduces the punch tonnage and noise.




B Tip type punch & & blade punch

Type Rectangle Shape only
T
: ! - Air-blow - Original
Tool type Air-blow i Original style (for @ blade guide)
Max size Rectangle less 10mm X less 85mm Rectangle less 10 X less 85
—©89. 41— i —®89. 41—
g Punch : [ﬂ/”unch
> ,5 holder : > holder
£ | & a blade 3
g §> ; _ Punch i 5,>’ g g FUHCh '
g = tip | 2 1= ; P m m o m
2| e gl e .
Structure |4 <[ E} || 2 % .
1 | ! ‘ g =
EHF = TRIHEF = &
o125, 43— | —®125. 43— —®125. 43—
|
& quide et s o repe o« gt st
stipper g i =3
type -
Sheet saver d}-e
B Tooling selection and code (Code No.)
o Punch Die Tip type (Round) a blade punch (Shape)
Description : : = = : = : =
Punch material Die grade Die material Air-blow Original Air-blow Original
Set APH Original SKD 32HY80
assy SKH Original SKD 32FY80
P - APH 12HY80 12X280
unc
SKH 12FY80 122280
assy
SKD 121280
Punch APH 72H280 | 72X280
body SKH 72F280 722280
assy SKD 721280
Punch holder 72F380 721380
Punch tip | APH 42X280 | 42X280 | 42X480 | 42X480
o blade SKH 422280 422280 422480 422480
punch SKD 421280
Z style air-blow stripper plate 52FZ80 521080 52FZ80 521080
e ide adapt
Stri pper ?z%l:;; :ir-abﬁo?n: stripper plate is not included) 907170 907170 907170 907170
plate a guide solid stripper 52F480 521480 52F480 521480
a guide sheet saver stripper 52F280 520280 52F280 520280
. SKH 225080 225080 225080 225080
rigina
SKD 221080 221080 221080 221080
Die PKK die SKH | 225480 | 225480 | 225480 | 225480
Shape 2.0mm width or more SKD 221480 221480 221480 221480
Sheet saver die SKH 220080 220080 220080 220080




H Solid type punch

Type Round | Shape
T : T
| |
Tool type Air-blow ! Original style E Air-blow ! Original style
[ \ |
Max size ®85.61~P110.5mm | ©88.91~114.0mm i Inscribed 110.5mm | Inscribed 114.0mm
] ! I
o114 8 o114, 8 i o114, 8 | o114, 8
g ‘ E : i » i :
Zllg|w ! I !
» S| | | |
2| 5|15 | | ! :
A ! I !
Structure | |3 E ! i
T e T T T
| | !
=3 =3 I
HF = TlF = TiF — 7]
o158, 74| :‘—®158. 74 \i — o168, 74| :}—03158. 74—
_____________________________________
Air-blow round Uide adanter 1« shget saver « airTbIowl shape ]
o guide solid stripper @9 P ! stripper | solid stripper a guide adapter
stripper i i & i E U
type | T m
yp : F
: Sheet saver die
B Tooling selection and code (Code No.)
L Punch Die Round Shape
Description
Punch material Die grade Die material Air-blow Original Air-blow Original
S SKH-F Original SKD 31G290 316090 32GZ90 326090
e
assy SKH Original SKD 31FZ90 312090 32FZ290 322090
SKD Original SKD 311090 321090
P . SKH-F 11GZ90 116090 12GZ90 126090
unc
assy SKH 11FZ90 112090 12FZ90 122090
SKD 111090 121090
- - SKH-F 41G090 416090 42G090 426090
unc
body SKH 41F090 412090 42F090 422090
SKD 411090 421090
Z style air-blow stripper plate 51FZ90 511090 52FZ90 521090
. a guide adapter
Strlpper (Z style air-blow stripper plate is not included) 907180 907180 907180 907180
plate a guide solid stripper 51F490 511490 52F490 521490
a guide sheet saver stripper 52F290 520290
. SKH 215090 215090 225090 225090
Original
SKD 211090 211090 221090 221090
Die PKK die SKH 215490 215490 225490 225490
Round 2.0 or more
Shape 2ommwithormors | SKD | 211490 | 211490 | 221490 | 221490
Sheet saver die SKH 220090 220090
M Option Additional work plus narrow type need additional charge.
ltem Set assy Punch assy Punch body Die
" 4 corner radii
Additional Additional key angle
Narrow (less than 3mm)

@ »Shear angle reduces the punch tonnage and noise.




B Tip type punch & a blade punch

Type Rectangle Shape only
T
. [ - Air-blow - Original
Tool type Air-blow i Original (for @ blade guide)
Max size Rectangle less 10mm X less 110mm Rectangle less 10 X less 110
|
‘4(1)1 s 84{ Punch i ’—@1 14 84{ Punch
| holder
> |
2 | »
© 8 bald
= 5 | 'S g
Structure ARG i 5|8
= 1 Z style stri
; L o | o
|
sl ¢ 18k y - T
: —o158. 74— —o158. 74—
______________________________________ g
« sheet saver a air-blow shape i
o guide stripper solid stripper @ guide adapter
N | !
stripper M = —J '
type
Sheet saver die
B Tooling selection and code (Code No.)
Descrintion Punch Die Tip type (Shape) a blade punch (Shape)
P Punch material Die grade Die material Air-blow Original Air-blow Original
Set APH Original SKD 32HY90
assy SKH Original SKD 32FY90
= . APH 12HY90 12X290
unc
SKH 12FY90 122290
assy
SKD 121290
Punch APH 72H290 72X290
body SKH 72F290 722290
assy SKD 721290
Punch holder 72F390 721390
Punch tip APH 42X290 42X290 42X490 42X490
o blade SKH 422290 422290 422490 422490
punch SKD 421290
Z style air-blow stripper plate 52FZ90 521090 52FZ90 521090
. ide adapt
Stl"l pper ((]Ziutl/lz Zir?bﬁoe\)/\r/ stripper plate is not included) 907180 907180 907180 907180
plate a guide solid stripper 52F490 521490 52F490 521490
a guide sheet saver stripper 52F290 520290 52F290 520290
Sl SKH 225090 225090 225090 225090
rigina
SKD 221090 221090 221090 221090
Die PKK die SKH 225490 225490 225490 225490
Shape 2.0mm widih ormore | gKD 221490 | 221490 | 221490 | 221490
Sheet saver die SKH 220090 220090 220090 220090

1. a guide adapter is specified for Z style stripper plate.
2. a air-blow shape round solid stripper is for a; guide stripper.
3. « air-blow sheet saver stripper is for sheet saver die stripper.



B '11/4'_' Size

Standard burring

(Air-blow)
>
)]
(2]
®©
c
G
C
=)
o
>
()]
(7]
®©
©
n
Q
o

High-function burring
(Air-blow)

High-
function
burring die

OH33.5
SH27

B Pre-pierced hole diameters for Tap burring tooling (Reference) Unit:mm
Tap type | Material M2.5 M2.6 M3 4 M5 M6 M3
Burring tip diameter ®2.28 ®2.37 ®5.50 N
M (Multi tap:92.30) | (Multi tap:¢2.40) ®2.75 ®3.65 4.6 (Multi tap:@5.55) (Multi tap:¢7.40)
. 0.8 1.3 1.3 1.3 2.0
Xﬂfﬂf;‘jﬁ: 1.0 |er§e g 1.3 1.3 1.3 2.0 2.4
1.2 phole 1.6 2.0 2.4
Forming 1.5 diameter 2.4 3.0 3.2
tap 16 2.4 ©3.0
Stainless ws:\r ®2.75 ©3.65 4.6
53‘82' 08 Pre- 15 25
430 1.0 pierced ) 2.5 3.0
12 hole (®1.8) 2.5 ©3.0
Burring tip diameter ®2.21 6.70
M ®2.10 (Multi tap:¢2.20) ®2.57 ©3.40 ©4.30 ©5.10 (Multi tap:¢6.90)
0.8 1.3 1.3 2.0
Ve 1.0 1.3 1.3 2.0 2.3
A |2 1.3 1.6 2.0 2.3 3.0
15 Pro. 1.6 1.6 2.3 2.8 ©3.0
Cutting tap] 16 oroed 1.6 1.6 2.3 2.8 ©3.0
2.0 phole 2.3 2.8 3.8
2.3(excluding AL) R »2.5 3.0 3.8
Stainless 0.6 ®1.3 ®1.3
steel 0.8 (91.3) (91.3) ©2.0
304 1.0 (91.3) (91.6) ©2.0 2.3 3.0
430 12 (®1.8) (92.0) (92.3) 3.0

@Amada’s standard burring tools for pre pierced holes meet Amada’s specifications.
@The OA value (burring inner diameter) in the tables above are Amada’s standard dimensions. Tools for other dimensions are

ordered as special.

@The pre-pierced hole diameter is the reference diameter of the hole to be pre-pierced in the first of the two burring operations.
The forming height=H varies with this pre-pierced hole diameter.
@This table is applicable to Multi tap on the turret punch press (cutting and forming tap).




B Tooling selection and code (Code No.)
Specification Air-blow Original style
Type Standard | High-function Standard | High-function
Material Mild steel Stainless steel Mild steel Stainless steel
Tealngeais Set assy - - - 301000 | 305000 305100
Punch assy - - - 101000 | 101000 105100
Punch tip 902020 | 902020 905020 902020 | 902020 905020
Die assy 201000 | 205000 205100 201000 | 205000 205100
Die tip 902220 | 405000 405100 902220 | 405000 405100
Component | No. Description
1 |Double punch head - - - 901010 | 901010 901010
2 |Cap screw (4-M5 X 14) 997710 | 997710 997710 997710 | 997710 997710
FundhasEy 3 |Punch body - - - 902000 | 902000 902000
4 |Punch plate 902030 | 902030 902030 902030 | 902030 902030
5 |Cap screw (4-M6 X 20) 998900 | 998900 998900 998900 | 998900 998900
6 |Urethane spring (®20 X22L) | 902040 | 902040 902040 902040 | 902040 902040
ttem 7 |Stripper bolt (3pcs.) 902070 902070
8 |Ejector plate 902060 902060
Die assy 9 |Urethane spring (3pcs.) 998500 998500
10 |Cap screw (M5 X 12) 901970 901970
11 |Die block 902210 902210
12 |Ejector plate 995090 905090 905090 905090
High-function | 13 |Urethane spring 905080 905080 905080 905080
burring die | 14 [Set screw (M10 X 10) 905110 905110 905110 905110
15 |Die block 905100 905100 905100 905100
B Specification
: High-function burring
Type Standard burring Mild steel and Aluminum | Stainless steel
Specification Standard- Air-blow
Material Mild steel and Aluminum | Mild steel and Aluminum Stainless steel
Max thickness 2.3t 2.3t 1.2t
Tap size M2.6 ~M6
% Specified tool is applied to PDC series.
*Ensure pre pierce hole is sharp before use.
*Use each tool only for its intended material type and thickness.
¥ High-function burring die has increased stripping force compared with conventional burring tools.
Chrome plating reduces marking on the backside of the material when traversing. (Option)
2 Punch tip is common for Standard and Air-blow.
B Burring minimum pitch Unit:mm B Burring pre-pierced hole diameter and
tip diameter calculation
Dow; or Minimum pitch Calculation (Material : Mild steel, Aluminum)
Upform two-operation )
?20 Operation Burring tool Calculation
Upform MPunch .
Burring | DA+t First Pre-pierced hole diameter | Pre-pierced hole diameter
0a Ll P=10+1.2—— operation - =(0.56~0.59) DA
e | e — :%
P
Pitch
dC
e on H}—_li‘_.lg—it OC=DOA+13t
P e f

Upform burring tool : two-process type only.



B 11/4'_' Size

One-operation burring Two-operation burring
(Air-blow) (Air-blow)
L

| 5B

Set assy
Punch assy

Die

282 % Note : OCTO & ARIES-224 can install cross-
5857 grooved burring die only.
o X Guide is different from Downform one-
operation burring.
M Pre-pierced hole diameters for Tap burring tool (Reference) Unit:mm
Tap type Material M2.5 M2.6 M3 M4 M5 M6 M8
Burring tip diameter S
A e CnJy ®2.75 ®3.65 4.6 $5.50 AR
. - (Multi tap:®2.30) | (Multi tap:®2.40) (Multi tap:5.55) ®7.40
Material thickness
Mild steel 0.8 1.3 1.3 1.3 2.0
Aluminum 1.0 it »1.3 1.3 »1.3 2.0 2.4
1.2 p 16 2.0 2.4
hole diameter
Forming ta 15 2.4 ®3.0 ®3.2
e 1.6 2.4 $3.0
Burring tip diameter
Stainless steel DA ®2.75 ®3.65 ®4.60
304 Material thickness
Stainless steel 0.8 . 2.5
430 1.0 hzlr(f'(’;i':;f;ir (®1.5) 2.5 3.0
1.2 (91.8) 2.5 ®3.0
Burring tip diameter
®2.21 ®6.70
— DA ®2.10 L ®2.57 ®3.40 ®4.30 ®5.10 .
Material thickness
0.8 1.3 1.3 2.0
Mild steel 1.0 1.3 1.3 2.0 2.3
Aluminum 1.2 1.3 »1.6 2.0 2.3 3.0
. 1.5 1.6 2.3 2.8 3.0
SR 16 bresiorced 16 16 2.3 2.8 3.0
2.0 holr:'gi'::;er 2.3 2.8 3.8
2.3(Excluding AL) 2.5 ®3.0 3.8
Stainless steel 0.6 1.3 1.3
304 0.8 ($1.3) (P1.3) 2.0
Stainless steel 1.0 (91.3) (D1.6) 2.0 2.3 ®3.0
430 1.2 (1.8) (92.0) (92.3) 3.0

@®Amada’s standard burring tools for pre pierced holes meet Amada’s specifications.

@The DA value (burring inner diameter) in the tables above are Amada’s standard dimensions. Tools for other dimensions are
ordered as special.

@ The pre-pierced hole diameter is the reference diameter of the hole to be pre-pierced in the first of the two burring operations.
The forming height=H changes with this pre-pierced hole diameter.

@This table is applicable to Multi tap on the turret punch press (cutting and forming tap).



S Punch tip is common for Standard and Air-blow.

M Burring size

Up or

Down form Minimum pitch Burring size
Downform P=11.75+1. 2 —¢A2+t
burring

HMTooling selection and code (Code No.)
Specification Air-blow Original style
Type 1-ope.burring | 2-operation burring 1-ope.burring | 2-operation burring
Material Mild steel Stainless steel Mild steel Stainless steel
e e Set assy - - - 301100 - -
Punch assy - - - 101100 - -
Punch tip 902120 - - 902120 - -
Die assy 201200 - - 201200 - -
Die inner tip 903010 - - 903010 - -
Component | No. Description
1 |Double punch head - - - 901010 901010 901010
2 |Cap screw (4-M5 X 12) 997710 997710 997710 997710 997710 997710
3 [Stripping spring 901410 901410 901410 901410 901410 901410
4 |Punch body - - - 902010 902010 902010
Punch assy 5 get.ainer collar 901210 901210 901210 901210 901210 901210
-rin
tem 6 (Clos%d quide, Open guide) 910080 910080 910080 910080 910080 910080
7 [Punch plate - - - 901960 901960 901960
8 |Cap screw (3-M4 X 12) 901940 901940 901940 901940 901940 901940
9 |Burring guide - - - 501100 - -
10 [Die block 901920 - - 901920 - -
Bl 2y 11 [Spring (P2 X P15 X 31L) 902910 902910 - 902910 902910 -
12 [Flush screw (3-M3 X 10) 901990 901990 901990 901990 901990 901990
13 [Die plate 901980 901980 901980 901980 901980 901980
M Specifications B Component parts list for
Type One-operation burring | Two-operation burring Cross-grooved burring die
Mild steel- Alminum | Stainless steel No. Description Code No.
Specification Standard - Air-blow Cross-grooved burring set assy 301400
Material Mild steel- Aluminum | Mid steel-Auminum | Stainless steel Cross-grooved burring set assy 101400
Max thickness 2.3t 2.3t 1.2t Punch tip 902120
Tap size M2.6 ~M6 Cross-grooved burring die assy 201300
i_srpedﬁed t?0| i? applie?fto PD'S sheries. sion buri 9 |Cross-grooved burring guide 501400
< Use oach tool only for s intended materia type and thickness. 14 |Ejector plte 902920
¥ The ejector pin of the punch tip is attached to M3 and larger burring tools. 15 |Die body 902940
X Ensure pre pierce hole is sharp before use 16 |Stripper bolt (3pcs.) 902930
>.<Chromt_e plating r_educes marking on the backside of the material when 17 |Spring 902950
traversing. (Option)

X Note : OCTO & ARIES-224 can install cross-
grooved burring die only.
¥ Guide is different from Downform one-operation
burring.

M Burring pre-pierced hole diameter and tip diameter calculation (Material : Mild steel, Aluminum)

Downform one-operation burring tool

Downform two-operation burring tool

Calculation Calculation
. °° Pre-pierced hole diameter i ;
First F— i PC=DA+1.3t Pre-pierced hole diameter
. t .
operation " UMD 3 — :%t =(0.56~0.59) DA
®C
Second f—
. — 4 PC=DA+1.3t
operation H i

* Standard downform burring tool is one-operation type. But if two-process type for downform burring is used,
burring finish shape becomes much better.



Burring tool without tapped swarf (Rinqg shaped burr)

No burr appears by formed BK burring.

Material is smoothly
formed.

Internal diameter is performed by
straight part.

Plunger goes into the p;re-
pierced hole like a pilot.

Standard burring +Tapping

BK burring + Tapping

M Specification
Upform BK burring | Downform BKburring
Operation Two-operation
Material Mild steel and Aluminum (Stainless steel need consultant)
Thickness 0.8t~1.6t | 0.8t~2.3t
B BK burring pre-pierced hole inner diameter (mid steel - Aluminum) Unit:mm
Tap type Tap size M2.6 M3 V) M5 M6
Formina ta Br inner diameter $2.37 $2.75 $3.65 $4.60 $5.50
918 Bre-pierced hole diameter 1.3 16 2.0 25 3.0

) Br inner diameter ®2.21 ®2.57 ®3.40 ®4.30 ®5.10

Cuting P [pre-pierced hole diameter | 1.3 16 2.0 25 3.0

1. Upform die height of BK burring has 2mm higher than Standard burring die because of larger shoulder radius, so pay attention for backside

marking or deformation of the material.
2%2. BK burring has only two-operation type. Pre-pierced hole diameter is specified by AMADA.
3. Burring height cannot be altered because of fixed pre-pierced hole diameter.
4. Upper table shows pre-pierced hole diameter for two-operation BK burring . (fixed size for all material thickness.)

5. M6 tapping tool is for ®5.55.

[ B Tooling selection and code
|
z. ‘ﬁ Type Description Code No.
E, \ﬁ Set assy 5
o T Upform Punch assy -
o € Di
o e ie assy -
@ 3 Set assy -
_<CU Downform |Punch assy -
2 Die assy -
03-
- B Request for Air-blow
o« When Air-blow is needed, add on extra
S charge as below.
[0}
@ a T JT Type Description Code No.
8 s FL Set assy -
5.5 T = Upform  |Punch assy -
Die assy -
o Set assy -
© Downform |[Punch assy -
g Die assy -
Upform BK Downform BK

burring burring




Time saving for locating parts !

Conventional parts location method by half shear punch needed additional surface finish for concaved surface repair.
This FP tool avoids surface finish process because no concaved mark appears.

(

l\Projec:tion by FP tool

B Specifications

Upform FP tool | Downform FP tool
Tool type Long (PDC, P&F) « Short
Tool size B(1%4”)
Process Upform (appears on the face) | Downform (appears on the backside)
Projection size™ " ®1.9~d.0 (Specified projection size)
Projection height 0.2~0.4 (varies by machine, material thickness and material type)
Thickness*?2 0.8t (1.0t common), 1.0t (1.2t common), 1.6t (specified), 2.0t (2.3t common)
Material Mild steel (not applicable for more than 441kN / mm? tensile strength)
Minimum pitch 15mm | 17mm

1. Projection size is determined by specified size, if different size is required, die tip or punch tip must be replaced.
(additional parts are needed to replace.)

2. Common type has different projection height by material thickness.

3. Smaller unevenness may remain on rear side of the material projected by FP tool (less than =0.02mm).

4. Not applicable for stainless steel and Aluminum protected by vinyl sheet.

B Tooling selection and code
Type Description Code No.
Set assy -
Punch assy -
7 Upform |Die assy -
_g 1 [Punch tip -
é 2 |Ejector tip -
Down form set assy -
Punch assy -
> Die assy -
8 Downform |Die tip -
& Inner ejector -
3 |Die tip -
> 4 |Inner ejector -
ﬁ *NOTE: Overall die height
(o) OH=31mm Thickness 0.8mm ~1.6mm
OH=32.2mm Thickness 2.0mm ~ 2.3mm

Upform FP Downform FP



B Component tooling list

%2. The point angle is 90°

Description Code No.
Set assy 381110
Punch assy 181110
Die assy 281010
Die tip 918210
g B Component parts list
@ © No. Description ~ Specification Code No.
o -ECJ Q 1 |Double punch head 901400
@ || 2 [Stripping spring 901300
g 3 [Punch body 918310
4 |Retainer collar 901200
5 |[O-ring (Closed guide) 910060
6 [Punch guide 581010
7 |Ejector plate 918320
8 |Urethane spring 918720
9 |Lock screw (2-M4X4) 918340
o g‘é’ 10 |Die holder 918330
o |&s No dry-run ! (No material punch) . No material punch damages the guide and die tip.

21. The maximum material thickness is 3.2mm.

3. Be aware of the marking — The die tip contacts on the backside of material because of the material weight of large
sheet such as 3.2mm thick 4'X8’ .

To avoid this use the tool size B(1%4”) (special tool).
4. Wider use of this tool to cover different thickness requires the adjustment of die tip projection height.

For EM machine series

High speed marking
tooling (Air-blow)

Downform center punch

C
%
c
@
> i
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@
5
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(2
9
o

@®High speed marking tool
Improve the post-punching process drastically

Indication for part's name, lot number, bending line, and welding position

on the component.

1. Only applicable for downform type.
% 2. Recommended for EM, EML and AC.

B Tooling selection and code (Code No.)
Description
Upform center punch High speed marking
Set assy 381100 -
Punch assy 181100 -
Punch tip 918110 918110
Die 281000 281000

No dry-run! (No material punch) : No material punch damages the guide and die tip.

2%1. The maximum material thickness is 6.0mm.

2. The point angle is 90° .

23. Wider use of this tool to cover different thickness requires the adjustment of
punch projection height.

B Component parts list

No. Description./ Specification Code No.
1 |Double punch head 901400
2 |Stripping spring 901300
3 |Punch body 918410
4 |Retainer collar 901200
5 |0-ring Closed guide (Downform center punch) 910060
Open guide (Heigh-speed marking) 910150
6 |Punch guide (Downform center punch) 918420
7 |Lock screw (M5X6) 999960
8 [NEX spring assy 980000
9 |Punch body (High speed marking) 501100
10 [Punch guide (High speed marking) 901920
(" _Closed guide Open guide -
O “Install O-ring J ( Install O-ring ]
\_ on to guide on retainer
B Specifications
Tool type Air-blow
Tool size A(2")
Process speed Maximum 1800min'1 {hpm}




Alr=llew tecling

Parts can be punched with high ®No accumulation of work-in-process.

. - - Smooth transfer to next process.
quahty edges and without tOOIIng @Clean punched edge. Added value of parts
overlap marks on NCT. (high-quality processing) .

@Manual labour reduction for joint mark filing.
@AI station (option) enables to slot at any direction.
@ Sheet saver type improves the material utilization ( D(3%%"), E(47%") ).

Slotting Conventional incremental shearing

C(2") M Specifications
Tool name Slotting tool I Type A (Other than EM) -B (EM)
. Tooling size c(2") D(3%%") E(@4Y)
E E Maximum 1.6mm<t : 20mm 1.6mm<t : 30mm
£ © ) 15mm
g 2] feed pitch t < 1.6mm:25mm | t =< 1.6mm:35mm
N
< o Cut width 6~10mm
g 8 ) Mild steel : 1.6mm Mild steel :2.3mm
S Maximum Stainless steel : 1.5mm
material Stainless steel : 1.5mm " )
> fiar—. (2.0mm for APH punch tip {option})
[} .
& Alminum :1.5mm Aluminum :3.0mm
©
[75] . . ” . .
= B Component tooling list of C(2”) station slotting tool III
[5p)
7l . . Type A Type B
2 Description Material Other than EM M
% Set assy (including guide assy) - -
D(3'%4"), E(4%4") Punch and Die height are same Die assy ) B
T T g 1 |Punch tip (APH) Mild steel . -
Stainless steel
c g 2 |Stripper plate Aluminum - -
E ©
E § 3 |Die plate - -
- 3% 4 |Die tip (APH) ] ]
2 [
© . . ” ” H H
3 B Component tooling list of D(3'%") and E(47%") station slotting tool III
g‘ 3 Description Material D(3%%") E(47%)
©
g Set assy (including guide assy) - -
Die assy - -
Terminating tooling 1 |Punch tip (APH) Mild steel . _
Stainless steel
2 |Stripper plate Aluminum - -
3 |Die plate - -
§ 4 |Die tip (APH) - -
©
< . . . .
7|2 M List of Terminating tool for slotting
© | |a ; e - :
3 Tooling shape Description Original style Air-blow
T Set assy - -
3 Punch assy - -
)
g die 1A ; ;
1 |Punch body - -
Notes

¥ Some processing methods (e.g., window shape punch out) may produce tool overlap marks in several positions.
X These tools are of the air-blow specification. Air-blow unit is essential on the machine.

#*These tools cannot be used on the VIPROS-500kN {50 tonf} .

¥ The end-point tool is required for mechanical presses.

¥ Cannot be automatically changed on the VIPROS-ZPDC1.

¥ The optional AP100 program software is required.

S Contact AMADA for further question and operational note.



NCT Tapping tools have
advanced further

@ Coordinates are programmed to eliminate the “missed tapped hole”

problem.Avoiding miss tapping by program coordination.
@Different M size holes can be tapped on a single machine.
@Chipless forming taps.

Tapping of hole in flat sheet Tapping of chamfered hole Tapping of burred hole
M Specifications
Tooling size Long tooling (type H)  C (2")
Ball screw type Roller screw type
Tezligee Standard PDC Standard PDC
Tapping oil 200 mL 160 mL 200 mL 160 mL
Tank capaciry (about 2,000 hits) (about 1,600 hits) (about 2,000 hits) (about 1,600 hits)
Lead of main shaft 3mm / revolution 4mm / revolution

Guaranteed hit number for main shaft about 300,000 hits about 500,000 hits

Tapping die Hole diameter=®8.5 Hole diameter=®10
(Common Flat sheet, Upform & Dow nform burring) |\/|2_5(M2_6) =M3-v4-M5 M5 - M6

%3
SR e Screw size “("|\2A'25_6) M3 M4 M5 M5 M6
Pitch 0.45mm 0.5mm 0.7mm 0.8mm 0.8mm 1.0mm
Tap to use AMADA recommendation, Specified tap for tapping tool (forming tap)
Between EM-VIPROSII 13mm (Feed clearance 25mm)
punch and die Others 8mm (Feed clearance 20mm)
Tap breakage prevention mechanism |Yes (Safety mechanism against missing pre-pierced hole)
Change method One-touch method
. . Mild steel™" - Aluminium (Hardness : less than HV120)
Applied material ) . o . 2
Stainless steel 204-430 (EM-VIPROS series limited for size of M3- M4 - M5)
Applied material thickness 0.8~3.2mm (Limited to tap size and material type)
Safety clamp distance Y co-ordinate: more than 120mm (distance not going into the turret)
Tapping oil AMADA tapping oil AM557(non-chlorine based)

1. Specify material specification for the several type of material. Hardness and strength may differ by material manufacture of hot rolled sheet and surface finish sheet other
than mild steel, aluminum.
M5 on PEGA cannot be used for Hot rolled material or material harder than HV120. If required for this application, choose main shaft roller screw type holder.

2. Specified Stainless parameter and Stainless steel tap are required for stainless steel tapping on EM and VIPROS only. For this application specified pre-pierced hole size
is required. (Stainless tap is a special tool.)

3. Tap cartridge for M2.5 and M2.6 is common.

34. Continues tapping results in the high temperature. Rest the machine for 10 minutes during the refuel the oil for continuous tapping.

M Applicable machine models B No applicable machine
Tool type R‘i"ﬁgf;‘i‘;"m}ytsse - Combination machine (EML - APELIO series)
Applicable machine models p—— ooC : I)here is the risk of catching fire from tapping oil through laser
eam.
-PEGA -COMA -ARIES245 @) o - PEGA king - ATC-PEGA - PEGA-S - ARIES-245T
EM -ACUTE -VIPROSII - ARIES-224AIS - ARIES-2210AIS - ARIES-224NT
-VIPROS-K -VIPROS-Q - ARIES-2210NT
\VIPROS-Z -VIPROS-255 O o : No %or;tesptondlince for press speed to the tap main shaft, and
-VIPROS-50 . OCTO shorter tap ite
*EM-Z-PDC -VIPROSII-PDC x o . Different turret structure.
-VIPROS-Z-NT-PDC

3%1. Use of other than specification or on no applicable machine lead to main shaft break or poor tapping quality. Follow the instruction of applicable machine table.
2. Machine option interfere the tapping work.
2%3. Contact AMADA when special tapping application is needed.

HMTap selection

Screw size M2.5 M2.6 M3 M4 M5 M6
Pitch 0.45 0.45 0.5 0.7 0.8 1.0
Maximum material thickness 2.0 2.0 2.3 3.2 3.2 3.2
Standard tap . EM-VIPROS series 28,000 28,000 28,000 20,000 12,000 4,000
Tap replacement hits
COMA-PEGA series 7,000 7,000 7,000 5,000 3,000 1,000
e tap(x” Maximum material thickness 2.0 2.0 2.3 3.2 3.2 3.2
Applicable tap size x x O O O x
Stainless tap 2 Maximum material thickness 1.5 20 3.0
& Tap replacement hits (EM- VIPROS series only) x x 7,000 5,000 3,000 x

1. Layer film : 5~10um
2. Specified Stainless parameter and Stainless steel tap are required for stainless steel tapping on EM and VIPROS only. For this application specified pre-pierced hole
size is required. (Stainless tap is a special tool.)



B Pre-pierced hole diameter (Reference) Unit:mm

Application Material Tap type Tap size

Max thickness M2.5 M2.6 M3 M4 M5 M6 Demension
Standard tai 2.0 Pre-piered D2.27 P2.37
Mild steel 2.3 hole P2.75
3.2 diameter PD3.65 P4.60 P5.55 .
Pre-piered hole

2.3 Pre-piered D2.77
Plated tap 3.2 hole diameter P3.68 P4.64

Flat plate [Stainless steel 304 [Stainless tap| = - ©2.70
Stainless steel 430 Pre-piered -
EM-VIPROS 2.0 hole ©3.60

series only 3.0 diameter ®a.55
Minimum pitch between tap holes 20.0 20.5 21.0 21.5
Finish size P2.75 D3.65 P4.60
DA

Thickness D4.00 D5.20 P6.20

Mild steel tandard tap 1.6 Pre-piered D2.90

2.0 hole D2.87 D3.90 D4.95
23 CTETREER P2.85 D3.87 P4.91
3.2 P3.80 $P4.80
Finish size P2.70 P3.60 P4.55
Chamfered q e P4.00 D5.20 D6.20
Thickness
1.5 D2.85
Stainless steel 304 | Stainless 2.0 P3.65 P4.65
steel tap 2.5 Pre-piered P4.60
3.0 hole P4.55
Stainless steel 430 1.5 CTEmGEr P3.00 XRefer to
. 2.0 3.80 D4.80
EM:-VIPROS age 35. 36
series only 2.5 P4.75 p g ) .
3.0 D4.75
Burring tip diameter

DA ®2.27 ©2.37 »2.75 ®3.65 ©4.60 ©5.55 Pre-piered hole
Thickness

Mild steel
o [Standaed tap 0.8 0 P1.3 P1.3 P1.3 P2.00
Aluminum 10 Pre-pered 513 1.3 1.3 $2.00 | _®2.40 -
1.2 $1.60 | _©2.00 | ®2.40 | $3.20

diameter

1.6 P2.40 P3.00 P3.20
Burring Stainless steel 304 | Stainless Burring tip diameter P2.75 P3.65 D4.60 ¢
i A
Stainless steel 430 steel tap DA ©2.70 ©3.60 ©4.55

Thickness

EM-VIPROS 0.8 Pre-piered P1.50 D2.50
cories oy 1.0 hole P1.50 ®2.50 P3.00 T i%
1.2 diameter P1.80 D2.50 P3.00 -
Maximum burring height=H 2.0 23 3.2

Minimum pich between Upform and Downform burring taps 20 21 22 I 23 I 24

1. Pre-pierce hole diameter, Chamfered diameter and Burring diameter ®A are so important for the tap finish. Too small size gives excessive torque to main shaft and
result in the shaft break.
. Slightly smaller size is chosen for the flat plate of stainless steel because of work elongation.
. Avoid additional work around the formed tap area where material deformation is made. Be careful for smallest pitch between the taps.
. Burring pre-pierced hole is for your guidance.
2%5. Slightly bigger burring tip is required for stainless steel, because burring diameter ®A will shrink after being punched.
2%6. Surface decollated finish steel or Hot rolled plate has bigger surface hardness and this result in shorter tap life and main shaft damage.
therefore pay attention for the surface hardness : less than HV120 is required.
7. Tapping tool requires precise pre-pierced hole diameter, even 0.05mm different size leads to tool damage or poor quality of product.

2%8. In above table chamfering tool is specific tool for each material thickness. (Please look at page 35 & 36 for both-sided chamfering tool)
00 00 0000000000000 0000000000000 00000000 0000000000000000000000000000000000000000000

B Component tooling list of Tapping tool set assy

Description Size Q'ty Code No. Remarks
Tapping tool set assy M2. 5~M5 | 1 set 642100 ¥:gpcu;?t:l?:ge('(Dvl;::I:rLZJoulgten?er:tFjlcg) 1pc.
Tapping tool set assy P.D.C M2. 5~M5 | 1 set 643100 i:gp(iitgazg\e/l\;:fg:nlfIssfl‘dir:;%eo)m‘lmog(l’:]saie (8.5) 1pc.
Tapping tool set assy (Roller screw type) M5, M6 1 set 645000 ¥:Spclg€t:ltc);§);é?vl;::ﬁrL\Zﬂzter:e:tﬁ?g) 1pc.
Tapping tool set assy P.D.C (Roller screw type) M5, M6 1 set 647000 $:gpfii;agg\?vrr?fgrrr’r':ls:?gr:gpceo)m‘]mozisaie (®10) 1pc.

M List of Consumable parts for Tapping tool

Description Size Q'ty Code No. Remarks
Tapping tool IT (Punch holder) M2. 5~M5 1 642000 Ball screw type (M2. 5~M5)
Tapping tool I P.D.C (Punch holder) M2. 5~M5 1 644000 Ball screw type (M2. 5~M5)
Tapping tool II (Punch holder) M5, M6 1 646000 Roller screw type (M5, M6)
Tapping tool I P.D.C (Punch holder) M5, M6 1 648000 Roller screw type (M5, M6)
M2. 5
(M2. &) 1 - M2. 5 (M2. 6) Tap common
. M3 1
Tap cartridge M2A 1 632000
M5 1
M6 1 -
Tapping downform burring common die ($8.5mm) M2. 5~M5 1 622000 Ball screw type (M2. 5~M5)
Tapping downform burring common die (P10mm) M5, M6 1 - Roller screw type (M5, M&)
M2. 5 10 -
M2. 6 10 -
T . M3 10 .
apping tool Standard tap (OSG) Forming tap
M4 10 612000
MS 10
M6 10
M3 10
. M4 10 . . .
Tapping tool Plated tap (OSG) M5 10 615110 Slightly bigger tap because of plating
M6 10
M3 10
Tapping tool Stainless steel tap (OSG) M4 10 612200 EM-ACUTE-VIPROS series only
M5 10
Piston oiler (Lubrication)
Piston oiler (Air drain)
Tapping oil AM557 (4L)
Maintenance kit 1 set 625560 Oil jug
Grease gun
Lubrication grease SRL (400g)
Lubrication oil #32 (4L)
M List of tapping oils
Description Size Q'ty Code No.
. " . 20L 1 can 94013E
Tapping oil AM558 (Non-chlorine-based) AL PR— 94012E
AMADA grease SRL 400g 1 616050




For EM series Afr=plew teeling

No special tool is required !
Same quality as laser beam for special and radius shape !

Nibbling pitch is less than material thickness. This avoids the filing finish work and special shaped tooling.
Production time is greatly reduced by higher hit rate even if hit number is increased.

Contact AMADA for further application.

B Specifications
Tooling size A('2”)
Punch assy Air-blow
(Switch on Air-blow unit)
Die assy Power vacuum
Punch tip type APH, Carbide (No grinding available)
Diameter of punch tip ®2.0
L APH use for APH or Carbide punch tip : regrind 0.5mm (MAX)
Die tip type
Carbide use for Carbide punch tip : regrind 0.5mm (MAX)
Maximum APH Mild steel 1.6t, Stainless steel 1.0t, Not applicable for Aluminum
thickness
(Punch tip) Carbide Mild steel 2.3t, Not applicable for Stainless steel and Aluminum

1. Die cannot be replaced by customer. (Press insert) If necessary contact AMADA.

2. Contouring tool is specified by material type and thickness, use appropriate punch tip and die when material is
changed.
Contouring kit is recommended for various types of application.

B Combination of selection and caution lower case for Contouring tool

0.8t 1.0t 1.2t 1.6t 2.3t
Mild steel 0.15 0.15 0.15 0.2 0.3
Stainless steel 0.15 0.15

1. Use this contouring tool with Power vacuum unit or Air jet vacuum unit.
Be sure to activate Power vacuum unit of same diameter turret or Air jet vacuum unit of Z turret.

2. Use the punch mode “NEX tool punching mode” (M696).
(M696 default set at 2.5mm as bottom position, so alter the value as 1.0mm.)
M500 (Bottom position 2.5mm) has a risk of tooling damage for 2.3mm material thickness.
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B Contents of Contouring tool kit

B Tooling selection and code

Description,”Material Code No.

Set assy (Carbide punch, Carbide die assy) 35K220
Set assy (APH punch, SKH die assy) 35X220
Carbide punch assy 15K220
APH punch assy 15X220
Carbide punch tip 45K220
APH punch tip 45X220

B Component parts list

No. Description.”Material Code No.
2 |O-ring (Open guide) 910150
3 |Contouring guide assy (with bush) 551020

4 |Urethane tube (10pcs.)

¥ O-ring for Contouring tool is same as open guide.
Open guide__
Install O-ring
° on retainer

Contouring tool kit

Description | Q'ty

Code No.

Contouring tool kit

37E030

Punch assy

o i
mm

Punch assy

Carbide punch tip (P2)
APH punch tip (P2)
Spare guide

CL 0.15 die assy (SKH)
CL 0.2 die assy (SKH)
CL 0.3 die assy (Carbide)

AlalalaldMIN]=-

Die Q @-

Punch guide
Punch tip,

Carbide

3. When using the contouring tool pay your attention for the following cases.

1) Minimum pitch for contouring tool is 0.5mm.

(When the values smaller than above the tool life
become shorter.)

More than R=2 x t

ST ST S SeSeSeSeSTSe

S A AR A LA

Set the Radius size more than twice of material thickness.

2) Do not use the contouring tool for the case
below. (Red colour area is the clinical for the tool.)

Don’t apply

Contouring work

3) Give the priority to the contouring tool before normal punch. (like a case of yellow colour below).
(Finish the contouring works prior to punch out the material because punch tip receive off load from the pre-punched hole.)

Punch out
after contouring works

No shaving
by contouring tool




Awkward and time consuming operation becomes easier by

Deburring tool automatically and speedy

Burr appeared on the backside is chamfered by this deburring tool after slotting or punching.

B Mechanism of deburring tool

S

Bﬁ

>
%)
1)
®
|5
(2] [
© >
"q-)' (A

wn

~

2 20

O 8

© 5

1.Slotting 10mm width

Process of deburring

[ =—=> ||

2.Deburring for slotted shape.
(AP100 is twice allocated)

et UL

1wt |

M Specification

Thickness|0.5t~3.2t Size Shape

Material  [Mild steel, Stainless steel, Aluminium A(L") (D2, SQ5
RE5 X 20
RE6 X 20

Tool
B(1%4”) |RE10 X 20
SQ10
. . SQ6
B Tooling selection and code
Description Code No.

A(Y2”) Upform set (Round)

A(Y2") Upform set assy (Shape)

B(174”) Upform set assy (Round)

B(1%4”) Upform set assy (Shape)

1. Recommended for EM and VIPROS series.
(Work time takes longer by other machine.)

2. Deburring tool performs as forming tool for the burr.

(Burr cannot be eliminated completely.)

3. Quality of deburring is influenced by thickness or strength of frame.

4. Specify the tool for PDC.

Tapping with
both-side
chamfering

Tapping without
both-side
chamfering

Both-side chamfered

B Effects
@No necessity for the pitch attention.

@ Good tapping performance for the closer to the edge.
@®No gap exists between the tapped sheets bolted by screw.
S Attention for the weakening of the tightening torque for chamfered tapping.

B List of both-side chamfered tool (M3~M5)

Description A(%")

B(174”)

Set assy -

Punch assy -

Die -

S For this tool order as special tool.




Explanation of deburring process

Tvoe No deburrin Same width One side
yp 9 Deburring Deburring
Burr is deformed by deburring tool Formed burr may appear from along the
on both-side at same time. punched side if deburred too much.
Explanation
Deburring both-side by one process. Deburring one-side

Recommended pitch for deburring tool ®2.0mm : 0.5mm~1.0mm
The bigger pitch is the quicker process but deburring becomes rough.
(Burr disappears) + + - See the picture below.

Material . Mild steel 1.6t
Tool : Deburring tool : ®2.0
Punched tool : ©20.0 CLO0.3

Pitch Pitch 1.0mm Pitch 0.7mm

Picture

Magnified

Pitch Pitch 0.5mm Without deburring

Picture

Magnified

M Pre-pierced hole diameter of Both-side chamfered tool for tapping tool (Reference) Unit:mm
Application Material Tap type Screw size M3 M4 M5 Demension
Finish size P2.75 P3.65 P4.60
) A ®4.00 ®5.20 ®6.20
Standard Thickness
Mild steel ta 1.6 $2.90 120°
P 20 Pre-pierced ®2.87 $3.90 $4.95
23 hole diameter $2.85 $3.87 P4.91 oA
32 | ©3.80 ®4.80 Finish size <«
Finish size $2.70 P3.60 P4.55 o
Chamfered . @A ®4.00 ®5.20 ©6.20
Thickness
1.5 D2.85 -
" . 2.0 P3.65 D4.65
Stainless steel 304 Stalnllfss 25 D4.60 <
steel tap 3.0 Pre-pierced D4.55 °
Stainless steel 430 1.5 hole diameter| $3.00
e R 2.0 ©3.80 D4.80
series only 2.5 D4.75
3.0 D4.75




Endless burring l

Tool size B(1%4”) special tool
Max. thickness Mild steel & AL 1.6mm
Max. height H 5.0mm

Min. corner R 15mm radius

Form feed pitch 1.0mm

Endless offset l

Tool size B(1Y4”) special tool

Mild steel, AL & | Min. 0.5mm
Stainless steel Max.1.6mm
Max. A 15mm

3.5mm at max. 60°

Max. height H & angle [*90° when offset value equals
to material thickness t.

Min. corner 15mm radius

Applicable thickness t

Endless beading l

Tool size B(1Y4") special tool

Max. thickness Milc! steel & AL 1.6mm
Stainless steel 1.2mm

Max. A 10mm

Max. height H A X 1/3mm

Min. P 30mm




High-height forming is possible, such as endless offset and endless
burring to any desired length.

Free size( w
i i ‘ \
| -

Free size
H y

_J _

) =]

A
—\__, "

\/600
Max A = 15mm
Max H = 3.5mm
____________________________________ A
) [ H
)—%—i
: !
L P

Max A = 10mm
Max H=A x 1/3mm
Min. P = 30mm



C 2" size special

Small bent parts can be completed within NCT process.

L bending 3 bending
B

<
<€

Bending length

To avoid burring form

i

Min:4mm

Down ward forming Up ward forming

%%%f%

First bend Second bend Push the product at Product separation
microjoint area

Tool size
bending direction

Bending accuracy
thickness( die 4 sides) I IR R IRERE:
material SPC-AL-SUS

Max bending length
Punch tip width , 15, 20, 25, 30

v (A2 +82 +L2) < 52
Either A or C, the longer one will be
chosen on 3 bending

Bending flange length

L bending (A) 20and 3 xt 35.0

L bending (B) 5.0 35.0

7.0 (B-2t=7)

applicable work
size

1 bending (A) 20and 3 xt

5.0 (B-2t<7)

1 bending (B) 3.5+t 35.0

3 bending (C) 5.0 35.0




D31, E41%" | size special

Micro-joint separation and sorting of small parts can be performed

The microjoint breaking of small parts (about 65mm square),
manually done in the past, can be now performed within the
NC turret punch press. The ejected parts cab be separated
from the slugs by the work selector function.

Tool size D(3%2") E(4%27)
Max. size of
components

Max.65 SQ | Max.85 SQ

Joint cut tool 5mm SQ 5mm SQ

|
5mm SQ punch

separates the Slug Com{onent
components




Benefits

Specifications
@Tooling size : A('%")

@Die : AtoJ (10pcs.)

@ The punch height can be adjusted by one touch.
@ The punch tip can be changed with a single wrench.

@Processing direction : Downform

@Punch tip : M2, M2.5, M2.6, M3, M4, M5, M6

@Material thickness : 1.0 to 3.2mm (Mild steel)
(Holes in vinyl-covered aluminum cannot be countersunk)

»Each countersink hole size requires its own pre-piercing tooling.

HDownform countersink tool set

Shape of

countersink hole

Description

Code No.

Downform countersink tool set

36E030

OA

0.2mm

B

[Reference data] Punch tip and die selection table Mild steel Unit : mm
M2X0.4(DA=4.3) M2.5X0.45(DPA=5.3) | M2.6X0.45(A=5.5) M3X0.5(A=6.4) M4X0.7(PA=8.6) M5X0.8(®A=10.6) M6X1.0(PA=12.8)
t |Die|®B|[Pd| t [Die|PB|[Pd| t |Die[®PB|Pd| t |[Die|®PB|[Pd| t |Die[PB|Pd| t |Die|[PB|Pd| t [Die| ®B | Pd
10 B |32(35|10| E [42]|45[10| E [44]|47|10| F |55]|57
12| A |32(35|12| D [42]|45(12| D (44|47 |12 F |51|55|12]| H [72]75
15| A |26[(30|15| B [36]40f15| C |38|42|15| E |46|50|15]| G [68]|72]|15] | |91[95
16| A |26[(30|16| B [36]40(16| B |[38|42|16| E |46|50|16| G |[68]|72]|16] | |91[95
20| A |26]|30]|20| A |32(38)|20| B |34]|40(20) C |40|48|20|[ G |67|72|20]| | [88]93[20]| J [10.6[11.0
23| A |26|30]|23| A |33[38]|23| B |35]|40(23)| C |42|48]|23| F |57[65|23| H [79]|85[23]| J [10.6[11.0
25| C |41 |47 |25| E | 56|64 (25| G [78]|84[25]| J |104([10.8
30| C [37]|45(30| E |48|57]|30f G|70[80]|30] I [94]100
32| C [37]|45(32]| E |48|57]|32| F |70[80]|32] I [94]100
2 Pd : Pre-pierced hole diameter. X OB and pre-pierced hole diameter are reference dimensions.

Afr=blow tooling

o000

-2 -2 - - -

Y

Benefits

Specifications

@Die height : 33.5mm

M Burring tool set

@Material Thickness : 0.8~2.3mm (Mild steel, Aluminium)
¥ Each size tool is required for pre-pierced hole.

@ The punch height can be adjusted by one touch.
@ The punch tip can be changed by one touch.
@ The die tip can be changed easily.

il |

Description Code No.
Burring tool set (forming tap) -
Burring tool set (cutting tap) 37E040

@Tooling size : B(1%4”) (common for long, air-blow,and standard specifications)
@Processing direction : Upform
@Applicable thread size (for cutting tap) : M2.6, M3, M4, M5, M6

Shape of burred hole

DA
T

[Reference data] Punch tip selection table Mild steel - Aluminium (for Forming taps - Cutting taps) Unit : mm
t 0.8 1.0 1.2 1.6(AL1.5) 2.0 2.3(Not for AL)
Type |Msize] FUnch TReference value | T°"°" [ Reference value [ T°" [ Reference value | """ [ Reference value | FUN°M T Reference value | FU°N [ Reference value
@A | tip hole tip hole tip hole tip hole tip hole tip hole

dia. Pd H die Pd H dia. Pd H dia. Pd H dia. Pd H dia. Pd H

M2.6 [ 2.37 | 3.7 1.3 1.5 [ 3.9 1.3 18 | 42 1.3 20 | 45 1.6 2.2

Forming M3 | 275 3.9 1.3 1.7 [ 4.2 1.3 20 | 45 1.6 21 | 5.0 1.6 24
tap M4 | 365[ 48 | 20 18 [ 50 | 20 21 1 53] 20 23 | 6.0 24 26 | 63 | 24 31163 ] 28 33
M5 | 4.60 6.0 | 24 24 | 63 | 24 26 | 6.8 3.0 29 | 73 3.0 33 | 73| 32 3.6
M6 | 5.55 73 | 32 27 | 78 3.2 32 | 84 [ 40 33 184 ] 40 3.5

M2.6 [ 221 3.3 1.3 15 [ 3.6 1.3 1.8 | 36 1.3 2.0 | 3.6 1.6 22

Cutting M3 | 257 | 3.6 1.3 1.7 [ 4.0 1.3 20 | 40 1.6 20 | 40 1.6 24
. M4 | 340 | 48 | 20 18 [ 48 | 20 20 | 48 | 20 22 [ 51 2.3 25 | 51 2.3 3.0 | 51 2.5 3.2
M5 | 4.30 6.0 | 23 23 | 6.0 | 23 25 | 63 2.8 28 | 66 | 28 32 | 66 | 3.0 3.5
M6 | 5.10 70 | 3.0 26 | 7.2 3.0 31 174 3.8 32 | 74 3.8 3.4

X Pd : Pre-pierced hole diameter
X Pre-pierced hole diameter and burred hole height H are reference value. Burred hole height H decreases with increasing
pre-pierced hole diameter and increase with decreasing pre-pierced hole diameter. The bigger size for pre-pierced hole diameter is, the lower the
height is. The smaller size for pre-pierced hole diameter is, the higher the height is.




QS stripper
QS stripper air-blow hole machining jig
Long A('2”) and B(1%4”)

T .

Reduction
of marks o
L
QS stripper

—— R )

air-blow hole machining jig

The QS stripper is used in place of the QM stripper (made of metal) for

materials likely to be dented, such as aluminium and decorative sheets.

Made of plastic, it is effective in reducing dents.

M List of QS stripper

Description Code No.
A(V2") QS stripper (12 in pack) 911620
B(1%2”) QS stripper (12 in pack) 911640
QS stripper air-blow hole machining jig 911920

A(%") to E(4%")

Brush die

Dummy dies with brushes that can be inserted in die stations of
respective sizes in the lower turret.

@Pass line : About 2mm above normal pass line

@ Maximum material thickness : 3.2mm (Mild steel)

M List of brush die

Description Code No.
Hard Soft
AL Brush die assy 80EF30 | 80EG30
Brush only 90EF30 | 90EG30
B(1%") Brush die assy 80EF40 | 80EG40
Brush only 90EF40 | 90EG40
c@) Brush die assy 80EF60 | 80EG60
Brush only (set as 5pcs.) 90EF60 | 90EG60
D(3%") Brush die assy 80EF80 | S80EGS80
(Specify your dimensions) | Brush only 90EF80 | 90EG80
E(4'%") Brush die assy 80EF90 | 80EG90
(Specify your dimensions) |Brush only 90EF90 | 90EG90

Felt(FS oil)

A(%4") to E@4Y)

Felt impregnated with lubricating oil (FS
oil). It is installed in the bottom of a punch
guide (or in the upper part of a stripper
plate).

| Itis effective in reducing the punching

| resistance of the punch edge, preventing
the temperature rise, and preventing the

Roller die and flat die

Long A(%’) to E(4%)

Free roller bearing dies and flat dummy dies that can be installed in
die stations in the lower turret. They can be installed in unused
stations to prevent an extremely thin sheet from drooping, to protect
the bottom surface of the sheet against scratch, or to prevent jamming
during downform forming.

M List of roller die and flat die

Code No.

Tooling size

Roller die Flat die
A(Z”) 89EK30 29EJ30
B(1'4”) 89EK40 29EJ40
c2" - 29EJ60
D(3%”) - 29EJ80
E@4'%”) - 29EJ90

C H I Long
onversion sieeve

A (%) = B(1%")

If a turret station is not available for a
particular size of tooling, a special
sleeve can be installed in a one-size
larger turret station as adapter for the
tooling.

(The sleeve shown in the photo is used
to install a A(%%") tool in a B(1%4”)
station.)

X These special sleeves cannot be
used in triple holder, and OCTO and
APELIO T 200kN{20tonf}.

Specifications @Station size : B(1%4")
@Tooling size : A(%%")
@Press capacity : Tonnage for A(}%")

M List of special sleeve

Description Code No.
Punch and die set 913500
Punch sleeve 913600
Die sleeve 913700

Standard B(1%4”")

Belleville spring

T ' .'.ﬂ Belleville springs have larger holding and
F- 5 stripping forces than coil springs.
When a heavy-gauge sheet is punched, a
Strip-miss phenomenon may occur.
Belleville springs are effective in preventing
the jamming phenomenon. When you use
belleville springs for a punch, change the
punch head and retainer collar for those
compatible with the belleville springs.
3% “Weak spring” is also available for reducing the

marking of light-gauge aluminium sheets.

M List of Belleville spring & other springs

entry of foreign body like _metal powder. It Description Code No.
al.so nelps fo eXtend. the e (.)f he punch. B(1%%”) Belleville spring assy (including belleville retainer) 942140
2 Be sure to use the high-load oil FS.

$*Change the felt when the punch is reground. B(1%”) Retainer assy (including head) 942040
MList of felt B(1%") Belleville spring (15 required for assy) 942240
Description Code No. A(Y%") Std Al weak type spring 99E030
FS ol (1L) 940500 B(1%4") Std Al weak type spring 99E040
/E:((f;)";:?;(:::o:)m ::ggiz C(2") Std Al weak type spring including head 99E060
0(2"; =T——— 940060 D(3Y%") Std Al weak type spring including head 99E080
D(37%") Felt (setor 10) 940080 E(4%") Std Al weak type spring incliding head 99E090

E(4%4”) Felt (set of 10) 940090 % The punch head and the upper and lower retainers are available as unit.

2 The guide and punch shown in the photo above are not included.



Shim keepers

A(%4) and B(41%)

PAT.2659656

The Shim keeper is used to secure shims to the bottom of a

reground die. Fitted with an appropriate

height of shims, the

shim keepers can be installed in the turret, removed from the
turret, or stored on a shelf.

Shims

A(%S) to E@4Y%)

Shims are available for A(’2”) to E(4'2") dies and C(2”) to (4'%")
punches. They are used to adjust the height of reground tools

and the forming of parts.

B size
< > Shim for Aand Bdies  ghim for C, D Shim for D and E
Asize_I Ex RE Shim for C punch and E dies punches
o M List of shims
M Specifications Sioerm v
Si;e Maximum die holeq)diameter ACL) 911000
. Inscribed ®11
ACE) B(1%4”) 913000
B(14") Inscribed ®31 oz 914000
Size Except Rectangle Rectangle (2
1
C(2") Diagonal ®47.5 B size max 50mm DE¥") 915000
1
D(3'%") Diagonal ®77.5 B size max 85mm ><ET(h4k/2 ) 7 5 5 5 916000
E(4%") Diagonal ®97.5 B size max 110mm *Thickness :B.4mm, B.omm, B.8mm and 1.5mm.
M List of shim keepers Punch shim Code No.
Description Code No. c(2") 914400
A(Y2”) Shim keeper set as pack of 5 s
Contents : (Shim keeper 0.5mm + Spacer 0.2mm, 0.4mm) x 5 911100 DE*%") 915500
A(’2”) Shim keeper as pack of 5 E(41/2") 916600
. Qhi 911200
Contents : Shim keeper 0.5mm x 5 %Thickness :0.4mm, 0.6mm, 0.8mm, 1.0mm, 1.2mm, 1.6mm and 2.0mm
B(1%4”) Shim keeper set as pack of 5 913300
Contents : (Shim keeper 0.5mm + Spacer 0.2mm, 0.4mm) x 5
B(1%4”) Shim keeper as pack of 5
: 913400 =
Contents : Shim keeper 0.5mm x 5 A(%2") to E(4%%")
C(2") Shim keeper set 914100 S I ug ejeCto rs
Contents : (Shim keeper 0.5mm + Spacer 0.2mm, 0.4mm) x 2
D(3%") Shim keeper set 15100 The slug ejector is plastic part attached to the punch tip to
Contents : (Shim keeper 0.5mm + Spacer 0.2mm, 0.4mm) x 2 915 prevent slug puIIing.
E(47%”) Shim keeper set 916100 _
Contents : (Shim keeper 0.5mm + Spacer 0.2mm, 0.4mm) x 2 [

3%1. Apply the glue to the nail of shim keeper when

Shim keeper is used on PDC

machine or PV die to avoid the fall or the rotation of shim keeper from the die.
22. Do not use Large size shim keeper on the PDC machine because shim
keeper may drop from the die during the auto change.

Head seals

A head seal has the shape and size of a pun
information written on itself and is applied to

A(%") and B(1%4)

ch, type of steel and other
the head of the punch. It

allows the type of each punch stored in the turret or rack to be known

é‘}!?

B List of slug ejectors

at a glance.
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B Contents of head seal set

Number of seals

41 seals for A('%2") size and 41 seals for B(1'4”) size,
or 82 seals per sheet by 7 sheets = 574 seals

[Sheets of plain seals]

Yellow(round) 1, red(square) 1, blue(abround) 1,
green(rectangle) 1, orange(others) 1, or total of 5 sheets

[Sheets of printed seals]

Yellow(round), ®1.6 to ®8.5(0.1 increments),
®9.0 to ®31.5(0.5 increments), or total of 2 sheets

Oil-based marker

1

M List of head seals

Description

Code No.

Head seal (7 sheets and marker)

911300

X Head seals cannot be used on machines equipped with a Type I air-blow system.

(whether or not a punch is an air-blow tool is identified according to the colour of

its head).

Description DA(Mmm) H(mm) Code No.
No. 1 (set of 30) 3.3 6.5 910010
No. 2 (set of 30) 6.3 10 910020
No. 3 (set of 30) 10.3 16 910030

Torques screw

The torques screws are used to fasten the stripper plate of

standard guides.

M List of torques screw

A(%) to E(4Y%)

Description Code No.
Long M4 SKO3 (set of 40 screws and 2 wrenches) 998750
Short M3 SK17 (set of 40 screws and 2 wrenches) 998650
Short M4 SK17 (set of 40 screws and 2 wrenches) 998750

~
\ (40pcs.)

Torques screw \
Torques wrench (2pcs.)




A(%’) and B(1%4)

Punch gripper

The punch gripper is used to securely fix a punch without
damaging it when adjusting the height of the punch, for
example. Simply insert the punch in the punch gripper, and set
the punch gripper in a vice.

M List of punch gripper

Desceiption Code No.
Long punch gripper -
Short punch gipper -
QS pl iers (for QS stripper)

The QS pliers are a convenient dedicated tool for removing a
guide from a spring unit and for removing a QS stripper (made
of plastic) or QM stripper (made of metal) from the guide.

M List of QS pliers

Head adjusting jig

This jig can simply adjust the height of a double punch head.
Hold and clamp the head with the jig to move away the tapered
portion of punch. Turn the entire head to adjust the punch
height.

Clamping lever ——>

Adjusting lever Head clamping portion

/ (place head in this space)
E— A@E.F::_ﬁ =

M List of head adjusting jig

Description Code No.

Head adjusting jig 913800

Description Code No.

911910

Qs pliers

HMethod of height adjustment by head adjusting jig
1. Set the tool on assembly jig or vice after removing guide.

2. Insert the receiver and pusher of jig into the head by
aiming the slit of double head and rotating the handle.
receiver pusher

\L Punch head\L

Note : In the type of slit method head, set the jig at 90° angle to
the slit.

3.Widen the gap of double head by rotating the jig handle.
Torque is needed to widen the double head, so straighten
the handle to rotate.
Double head can be adjusted freely by rotating the head
adjusting jig after confirming that lower head is 1mm~
2mm down.

4.Use this jig for punch body replacement.
Step : Install the 1)retainer, 2)Spring and 3)Head on to
punch body.
Then tighten the head by hand.
After that follow the above procedure to 2,3 by using head
assemble jig. Finally miner turning is done for punch
assembly.

Punch height Long - - - 207.5mm (A(%"), B(1'4"))

Short - - - 139.7mm (A(%"), B(1%4") @



Tooling set up wagon

Quick table

Tool change time reduction !

Tool change can be performed efficiently by placing the necessary tool for the next set up on
quick table from the tool rack.

Punch and die panels
to avoid
miss combination. — >

Station numbers
to avoid miss install
on to turrets.

Shelves for large station.

M Use of Quick table

Tool storage Quick table Machine

Operation 1) Operation 2)
Pick up necessary tool from Set the tool on the
tool storage and relocate machine.
them on quick table.
M Specifications
Tool size
Tool numbers to store A(%) B(1%4)
(Total 50 tool) 36 tool 14 tool
Size Width 925mm x Depth 500mm x Height 1230mm
Max loading weight 200 Kg
Station numbers 58 station (Except C(2"), D(3'%"), E(4'%"))

1. Station number differs by machine.

2. Pay attention for the tooling weight balance when loading the tool.
2¢3. Some forming die cannot be placed on the shelves.

4. When moving quick table to other place, handle carefully.

5. Clean the shelves regularly and remove the slugs.

M List of Quick table

Description Code No.
Quick table 959000




System rack

; 'E<—TypeA+TypeC

| Type B

Fix with chain
or wire

1400

1 CC-204

Fix with chain
or wire

1600
1600

Vinyl
curtain

Vinyl
curtain

Tooling storage furniture

Fix with chain
or wire

M List of system rack

Description Code No.
Type A (lower) 959010
Type B (lower) 959020
Type C  (upper) 959030
Type A + Type C 959040
Type B + Type C 959050
M Specifications
Type A Tooling size No. of punch No. of die
Tiers 3 & 4 AVL") 31x2=62 31 x2x3=186
Tiers 1 & 2 B(1'4”) 20 x 2=40 20x 2x3=120
Type B Tooling size No. of punch No. of die
Tiers 2& 3 B(1%4") 20x 2=40 20x2x3=120
Tiers 1 C(2") to E(47%”) 1 tier (free)
Type C Tooling size No. of punch No. of die
Tiers 3 &4 A(V%”) 31x2=62 31x2x3=186
Tiers 1 & 2 B(1'4”) 20 x 2=40 20x2x3=120

X Weight is 92 kg for Type A, 80 kg for Type B, and 72 kg for Type C.

When you move a system rack, do not store tools in it.

X Use a forklift truck to move the system rack.

X The top hooks are provided for fixing the system rack.
(Never use them for lifting the system rack.)

Klnstall the system rack on a flat floor.

M List of compact cabinet

Description Code No.
CC-140 956000
CC-204 957000
[Tooling storing method]
Punch
/
Die ]
Fix with chain
or wire . .
M Specifications
CC-140 Tooling size No. of punch No. of die
Tiers 2~8 B(1%4") 20 x 7 =140 20 x 7 x 3 =420
Tier 1 C(2") to E(4%%") 1 tier (free)
CC-204 Tooling size No. of punch No. of die
Tiers 6~9 A(%") 31x4=124 31x4x3=2372
Tiers 2~5 B(1%4”) 20 x4 =280 20 x 4 x 3 =240
Tier 1 C(2") to E(4%%") 1 tier (free)
X Weight is 150 kg for both CC-140, CC-204.
¥When you move a rack, do not store tools in it.

X Use a forklift truck to move the system rack.

#The top hooks are provided for fixing the system rack.
(Never use them for lifting the system rack.)

KlInstall the system rack on a flat floor.




Automatic tool grinding machine TOGUII

Small to large NCT tools of any shapes can be automatically
ground, so that sharp edges can always produce the high
quality components.

#i

Grinding feed by a high-performance AC servo motor can effortlessly grind even small-diameter
punches at high speed and with high accuracy without breaking them. Grinding of almost any tool
can be completed in a matter of a few minutes, including setup.

@ Automatic detection of grinding position by contact of conductive wheel.
@ Setting of grinding amount in 0.01mm increments by digital switch.

@ Rotating beacon light tower for seeing operating condition at glance.
@Large front door for ease of setting.

Automatic operation cycle of TOGUII

The grinding wheel grinds the
tooling to the amount digitally set
from the contact position. When it

completes the finish grinding of
the tooling, the grinding wheel
rises at high speed and stops at
the upper end.

———
=
] I

When the grinding wheel
(conductive wheel) contacts the
tooling, an electrical signal
flows to detect the grinding
position. The grinding operation
is then started.

Set the grinding amount, and
press the start button. The
grinding wheel starts rotating
and lowers at middle speed until
it touches the tooling.

1

il

A(1%’) to E(4%%”) die A(’2") to B(174") punch C(2”) to E(4%") punch
Special jig is used to grind Punch need not be disassembled, Roof top shape (with shear angle)
small-diameter die and guide alone is removed can also be ground

B Specifications

Grinding wheel CBN ®135mm

Maximum tooling diameter d160mm

Minimum diameter to grind ®1.51 (guarantee)

Maximum grinding amount 0.99mm

Maximum height 150mm (When E(47%") Shear angle device is used)
Minimum height Scroll chuck height

Supply voltage 3 Phase AC200V (50 / 60 Hz)
Electric power consumption 2.5kVA

Air supply 1700L / min (at 0.5MPa)
Machine dimensions 830 W x 1863 H x 800 D mm
Mass of machine 480 Kg (excluding transformer)

1. A transformer is separately required where supply voltage is other than AC200 / 220V.
2. Prepare power cable and air hose (3/8”) to the machine.

! 3. Standard accessory are filter (2pcs. for 1 change) and Grinding wheel. Jigs are Optional.



B List of accessories jigs (With machine)

Description

Code No.

Die jig for A(’2”) and B(1'4”) station (Long and Short common)

86200007
(Parts code)

C(2") shear-angles punch body sleeve (Long and Short common)

86200005
(Parts code)

D(3%%") shear-angled punch body sleeve (Long and Short common)

86200009
(Parts code)

E(47%") shear-angled punch body jig (Long)

86200008
(Parts code)

Jig for a blade punch (D(3%%") and E(4'%”) common)

TG3520
(Tooling code)

Short A(Y2”) and B(1%2”) punch body spacer

86000018
(Parts code)

Grinding wheel

86279819
(Parts code)

Dresser

86279884
(Parts code)

Dresser holder

86091856

(Parts code) holder

Dresser ———p

Dresser ——p

Filter (2pcs. as a pair)

86279844
(Parts code)

¥ Order the jig as machine parts except jig for « blade guide.

B Coolant

Togu grinding oil (AMADA special oil)

B Jig combination for shear angle on punch body

Ex1. C(2") shear-angled punch

C(2") shear-angled
punch body sleeve

E(4’2") shear-angled
punch body jig

D(3

Ex2. D(3'%") shear-angled punch

2") shear-angled

punch body sleeve

E(472") shear-angled
punch body jig

B Required space for TOGUII installation

Maintenance

Ex3. E(47%") shear-angled punch

E(4'%") shear-angled
punch body jig

Ex4. D(3'%"), E(4"%") o blade punch

a blade punch jig

|-

E(4'%") shear-angled
punch body jig
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Air-blow system V-EX

Each time the NCT hits the tooling,
the air-blow system automatically
cleans and lubricates the tooling to
prevent any punching problems.

The air-blow system injects air into the tooling as the NCT (NCT
turret punch press) punches the material. It also delivers an oil mist
in any desired cycle to suit the processing condition of the material.
The air-blow system ejects slugs and foreign body, efficiently cools
and lubricates the turret bore and tooling, prevents problems, and

greatly improves tooling life and part quality.

@®Operation mode (Air-blow ON - OFF) is selected as bellow.
1. Auto mode : Actuate air-blow unit automatically by sensing air pressure to the air-blow type tool.
2. M code mode : Actuate air-blow unit by M code in the NC program.

@Settable for discharge cycle
@0il discharge adjustable to optimum amount
@®Low oil warning lamp installed
Automatic tooling identification by pressure switch
complied to CE marking

Air-blow system V - Ex

«®
AIR BLOW svsien

FOR MACHINE & TOOLS

AMBLOW &V
DATA morUT

Oil tank unit

@Oil is drawn from a separate pail or the
like to provide automatic operation over a
long period of time.

@A filter is installed in the oil line to remove
foreign body from oil.

@ The amount of oil remaining in a separate
oil container can be optionally monitored
(low oil warning lamp lit)

Solenoid unit

M Benefits of air-blow system

Striker Prevention of contamination > [Increase in tooling life by r}

ith foreian bod more than 2.5 times longe
with foreign body Protection for Galling

Reducation of slug pulling
Reduction of strip failures
Reduction of fine needle pulling —» Improvement in productivity

Maintenance of hole accuracy Reduction of rejected parts
(Reduction of droop and burrs)

M List of air-blow oil

Description Code No.
Air-blow oil, machining, 32C *' (20L- Pail) 999610
Air-blow oil, machining, 32C *" (4L can) 999640
Air-blow oil, drying, 18C *2 (20L - pail) 999620
Air-blow oil, drying, 18C *2 (4L can) 999630
Air-blow oil, noncombustible AML-46 ** (20L - pail) 999670
Air-blow oil, noncombustible AML-46 ** (4L can) 999680

1. Base Mechanical oil #32 improved lubrication and cutting performance.
2%2. Higher viscosity than mechanical oil #32 and easy disappear by heat.
3. Developed oil for laser machine, high non-flammable avoiding the fire catch.



@A component that is produced by the combination of standard shape tools can be produced by a
single special shape tool in shorter time and with higher accuracy.
@|f you find in the figures below a shape similar to that of your part, specify your dimensions of the
shape.
| @When you place an order, attach drawings as much as possible to prevent errors.
i @Be sure to specify the key location (processing direction).
@ Shear proof (Punch with heel) is recommended for edge notching.
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B Semi-standard tool list

Tool . Set assy Air-blow Punch body Air-blow .

tvoe Size Group SKD Set assy SKD Punch body Die
i SKH SKH

A Group I - - - - -

(1/2") Group I - - - - -

Group II - - - - -

Group I - - - - -

B

(11/4") Group I - - - - -

Group II - - - - -

Thick c Group I = - - - -

Turret ") Group I = - - - -

(03) Group I - - - - -

Group I - - - - -

D Group I - - - - -

31/2"

( ) Group I - - - - -

Group I - - - - -

E Group I - - - - -

41/2"
( ) Group I - - - - -
*When required shape is not found in the table, contact AMADA.

Y Power vacuum die may not be available by the shape.




B Punching tool steel type and features

Table1.Comparison of tool steel

Steel Material to be punched
- " - Durability
type Mild steel Stainless steel Aluminum
M?: :‘atenal less than 6.0mm less than 3.0mm less than 6.0mm lon
Ickness adhesive wear resistance adhesive wear resistance adhesive wear resistance g
(Recommended) |Ife
APH Hardness Body material : HRc 65 ( HV830 ) Coated surface : HV3000 up to 3500
Amada's original powder metallurgy gives uniform grain structurer. It provides high hardness,
Feature toughness, impact strength and wear resistance. Low friction coefficient provides trouble free
productivity through longer punch life.
M?: r"?aterlal less than 4.5mm less than 3.0mm less than 4.5mm
ickness adhesive wear resistance adhesive wear resistance adhesive wear resistance
(Recommended)
SKH-F Hardness Surface hardness HV900 up to 1000
Nitrided ( named as F-deal ) high speed steel. Its surface has much abrasive-wear
Feature resistantce than SKD and SKH. Suitable to notch and slot adhesive wear materials like
aluminum & heavy duty plate.
Max. material
thickness less than 4.5mm less than 3.0mm less than 4.5mm
(Recommended)
SKH Hardness HRc 63 ( HV770)
Feature High speed tool steel. Higher hardness & toughness with abrasive wear resistance. Much
u durable than SKD for slotting and notching.
Max. material . . —
thickness less than 2.3mm suitable f9r less hit nymber less than 2.3mm
and single punching
(Recommended) |_
Sule Hardness HRc 60 ( HV700 ) ow
cost
Feature Most popular alloyed tool steel. Suitable for single punching at low cost.
XXX 1 1 1 1 reccee,,
.- Cautions and instructions about tooling
L] L]
L] L]
Before you use tooling, carefully read the operator's manual of
o . - i . .
o the machine, and tooling as specified in the manual. .
: WARNING

1.

2.

3.

4. Never modify or
dangerous.

5.

Unless you observe the cautions described below, the tooling
or parts may break, resulting in the risk of personal injury.

Use Amada genuine tooling on Amada turret punch press (NCT).

Use of other than AMADA made, leads to tool and machine trouble.
Before the start of the day’s work, be sure to check the tooling. If the tooling is chipped, cracked,
deformed, or abnormally worn, do not use it.
The tools described in this brochure are manufactured for use on a numerically controlled turret
punch press (NCT). Never use them for any other purposes.

machine the tooling by yourself. Such modification or machining is very

Do not use the tooling in excess of their maximum allowable tonnage (see the first below) .
Otherwise the tooling may break.

B Maximum allowable tonnage & tool punch size
(Punch tonnage equivalent - maximum diameter of punch that can be used)

Tool size A (V27) B (1V4”)
Type Original style Air-blow Original style Air-blow
a||ow“:i)|:n:§::|age 60 kN (6 tonf) 45 kN (4.5 tonf) 170 kN (17 tonf) 160 kN (16 tonf)
Material Mild steel Stainless steel Mild steel Stainless steel Mild steel Stainless steel Mild steel Stainless steel
1.0 D12.7 D12.7 D12.7 D12.7 D31.7 D31.7 $30.0 $30.0
Material 2.0 D12.7 D12.7 D12.7 D11.5 D31.7 D31.7 30.0 $30.0
Thickness 3.0 D12.7 »10.5 D12.0 P8.0 D31.7 ®30.0 $30.0 $28.0
(mm) 4.0 D11.5 ®8.0 9.0 NG D31.7 D22.5 $30.0 $25.0
5.0 9.5 NG D7.0 NG D27.0 »18.0 P25.5 P17.0
6.0 8.0 NG NG NG $23.0 D15.0 »21.0 D14.0
*1.( ) shows reference value.

3%2. All calculation is based up on shear strength Mild steel :400N / mm? stainless steel : 600N / mm?.



B Shape, Size, and KEY @NgIE ...cuuiiuiiuiiiuiiuiiiiiiiiiiiiiiiiii ettt e b e ea s e s b sars e b sansaaes

@ Shape reference point(3%) of standard tooling
Dimension A = Short-side dimension Dimension B = Long-side dimension

01.Round 02.Square  03.0Obround 04.Rectangle 06.Double D 07.Single D
* * # #
i '_‘\ - x T )I« + -
m l|' m I__—| | 1] m| |
¥ = e N ¢ ¥ r.kﬁ._ : ¥
bl s il be. »
A A A A B

@Reference point(3%) for tooling with key angle

Detailof . “~_Keyangle =115’
turret station 90 ™

— EL N
\x - jY.____-q___‘———
d L \"‘. ",IKey angle = 25°
' |
180" = 0% S I i
w | Key angle = 0" —
X-gauge [ "

o

st "g] 2%0"“’5 Work clamp EEEE;EE%

B Table of recommended die clearance (refErenCe VAlUES) «eesesesnsasesasasasesssesssessstsrsrsrorsrosstossrosesesesnsnsssnsasnsnsnss
NCTdrive type |  Material type / Material tickness 08 10 15 20 25 30 32 35 40 45 50 55 6.0

Cold-rolled mild stee 015~020 | 0.20~0.25| 0.30~0.38 | 040~0.50 | 0.50~063| 060~0.75 0.64~0.80 | 0.70~0.88 | 080~100 | 0.90~1.13] 1.00~1.25| 1.10~1.38 | 1.20~150

Hydraulic Auminium 015~0.16 | 0.15~0.20{ 0.23~030| 0.30~040 | 0.38~0.50| 045~060 | 048~0.64 | 0.53~0.70| 060~080 | 0.68~090] 0.75~1.00| 0.83~110 { 0.90~120
Stainless stel 020~024 { 0.25~030| 0.38~045{0.50~060 | 0.63~0.75] 0.75~090 | 080~0.96 | 0.88~1.05] 1.00~120 | 113~135] - - -

Cold-rolled mild stee 015 1015~018 | 0.18~0.27{ 0.24~036 | 0.30~045 | 0.36~0.54| 0.38~058 | 042~0.63 | 048~0.72] 054~081 [ 0.60~090 | 0.66~0.99 0.72~1.08

Mechanical Auminium 015 | 015~016 | 0.15~0.24]0.20~0.32 | 0.25~040 | 0.30~048| 0.32~051 | 0.35~0.56 | 0.40~0.64 | 045~0.72] 0.50~080 0.55~088 | 0.60~096
Stainless steel 0.15~018{ 0.15~0.22| 0.21~0.33 | 028~044 | 0.35~0.55| 042~066 | 045~0.70 | 049~0.77] 0.56~088 | 063~099| - - -

- Definition of AC servo motor NCT and hydraulic NCT is that the machine of which stroke of striker can be controlled by parameter.

- Definition of Mechanical NCT is that the machine like PEGA, COMA, ARIES of which stroke of striker is fixed.

+ The values of tooling clearance in the table above are those of two-side clearance. The punch-to-die clearance (one-side clearance) is a
half of the corresponding value in the table.

.Punching force calculation Method ccceeeeeeeeeeetteiiiiiiieeeetieiiiiieeesteeeeeccsccccsstecccccssccsssscccccsscccsssscccccssccssscce
. = AX1tXt=1000 Material type Tensile strengthT[N/mm2]
Ly Material thickness (mm) Mild steel 400
Tensile strength (N / mm?2) P 200
Cut contour length (mm)
Punching force (kN) Stainless steel 600

@ Tonnage calculation examples

Ex1. Mild steel 2.3t ®23.5

23.5X3.14X400X2.3
Required tonnage = ® 500 = 67.9kN

EX2. Aluminium 1.5t RE 10X50

(10+10+50+50) X200X1.5
Required tonnage = 1000 = 36kN

EX3. Aluminium 1.5t Obround 10X50

3.14X®10 40-+50}) X200X1.5
Required tonnage = d ® }I)éo—’_ D = 33.4kN

.Mlnlmum punchable hole dlameter .....................................................................................................
Attention : minimum diameter size has a smaller proof tonnage on the punch edge and lead to the punch break.

Material type Guarantee

Mild steel t X 10

Aluminium t X 10

Stainless steel t X 20




C 2" Alpha Guide assy

Cap Screw (M8 x 25) x 3 @

Qil Nipple (3/16
Punch Head D

Spring Cover @
Name Plate Sticker @

Disk Spring x 16 @

"

Air-blow Draw Bolt (M14 x 70) @

Spring Pin (SSPSR3-6) ®
Knock Pin (MS3-20) ®

Retainer Collar ®

@/

Lock Button @
Knock Pin (MS3-10) ©®

(Gl

Punch Driver (B) ®
Ei Spring No.2x2 ®
Cap Screw (M3 x 15) ®

Adjust Mark &
2" Guide Key @
Set Screw (M5 x 8) x 2 (0

Set Screw (M4 x 6) x4 @
Washer x 4 @

S.P. Plate Spring x 4 @
Stri L Spri L @

2" Guide @
Screw Plug (MSWZ6) @) 2" Alpha guide SP plate spring pack

Steel Ball (3mm) x4 @
Coil Spring (WB3-10

Ring Clamp () ‘ O

[ Coil Spring (WF4-10)®
_ﬁ | Stopper®




C 2" Alpha Guide assy

Part No. Description DWG No. Code No. | Q'ty
2" Alpha Guide assy with cap screw set #8 5808803 90743E 1
2" Apha Guide Parts

1 Punch Head set 907460 1

Punch Head 5808808 1

Oil Nipple 3/16 1

Cap Screw M8X25 907470 3

3 Spring Cover set 907480 1

Spring Cover 5808814 1

Name Plate Sticker 5808815 1

4 Disk Spring 5808092 907490 16

5 Punch Driver set 907500 1

Punch Driver (A) 5808805 1

Punch Driver (B) 5808806 1

Adjust Mark 5808810 1

Cap Screw M3 x 15 M3X15 1

Ejector Spring No. 2 5510881 A 2

6 Retainer Collar set 907510 1

Retainer Collar 5808807 1

Knock Pin MS3-20 1

Spring Pin SSPSR3-6 1

7 Air-blow Draw Bolt (M14 x 70) 5522712 907520 1

1~8 2" Alpha Guide Spring Unit 907540 1

9 Lock Button set 907550 1

Lock Button 5808812 1

Knock Pin MS3-10 1

Coil Spring WL5-15 2

Low Head Cap Screw CBSS4-6 2

10 2" Guide Key set 907560 1

2" Guide Key 5808613 1

Set Screw (M5 x 8) M5X8 2

11 2" Guide Body set 907570 1

2" Guide Body 5808804 1

Ring Clamp 5808809 1

Steel Ball (3mm) 4

Knock Pin MS3-6 1

Coil Spring WB3-10 1

Screw Plug MSWZz6 2

12 Stripper Clamp Spring set 907450 1

Stripper Clamp Spring 5808813 4

SP Plate Spring 5808816 4

Washer 5808306 A 4

Set Screw (M4 x 6) M4 X6 4

13 Stopper set 907590 1

Stopper 5808811 1

Coil Spring WF4-10 1

Pin P4-12D 1

9~13 |2" Alpha Guide Guide Unit 907600 1
14 2" Guide assy SP Plate Spring Package 907450 1 |




D 3'2” Alpha Guide assy

Cap Screw (M8 x 20) x 4 @

Qil Nipple (3/16) D
3-1/2" & 4-1/2" Alpha Guide Punch Head O

3-1/2" & 4-1/2" Alpha Guide Disk Spring x9 @

[ y 3-1/2" & 4-1/2" Alpha Guide Punch Driver (A) ®
4 3-1/2" & 4-1/2" Alpha Guide Punch Driver (B) ®
Knock Pin (MS4-10) ®

Ejector Spring (5510881A) x 2 ®

—
— | [
— ]

Alpha Guide Spring Cover @
3-1/2" & 4-1/2" Name Plate Sticker @
Stopper Pin ®

Lock Ring @

Retainer ®

3-1/2“ Alpha Guide Lock Button @
Spring (WL5-15) @

Knock Pin (MS3-25) (D

3-1/2" & 4-1/2" Alpha Guide Lock Piece @

Air-blow Drawer Bolt (M14 x 80) @ l

3-1/2" & 4-1/2" Alpha Guide Punch Driver Key

i,

-
e

L

ol
|[’.

N
L 3

Lifter Pin X 4 @
Spring (WB3-10) x 4 @

Button x 4 {0

k_

]

Cap Screw (M12 x 85) ©
Knock Pin (MS4-6) @ Washer M12 ©

¢
/

L

Release B oNn A 4 (ﬁ)
Spring (WF4-10) x 8 (0
Knock Pin (MS1.5-8) x 4
ig x 4 (0

¥

(] —
UG I,

3-1/2" Alpha Guide Adapter (2
Set Screw x4 @

Stripper Clamp Spring x 4 @
ew Plug

3-1/2" & 4-1/2" Alpha Guide SP Spring Package @

Details of Lock & Release button




D 3'.” Alpha Guide assy

Part No. Description DWG No. Code No. |Q'ty
3-1/2" Alpha Guide assy with adapter #12 + cap screw se t#9 90719E 1
3-1/2" Alpha Guide assy + cap screw set #9 (without adapter) 5808711 K 90713E 1

3-1/2" Alpha Guide Parts

1 3-1/2" & 4-1/2" Alpha Guide Punch Head set 907630 1
3-1/2" & 4-1/2" Alpha Guide Punch Head 5808715 A 1

Oil Nipple 3/16 1

Cap Screw (M8 x 20) M8X20 907640 4
3-1/2" & 4-1/2" Alpha Guide Spring Cover set 907650 1
Alpha Guide Spring Cover 5808717 1
Stopper Pin 5808724 1

Lock Ring 5808725 1
3-1/2" & 4-1/2" Alpha Guide Name Plate Sticker 5808832 1
3-1/2" & 4-1/2" Alpha Guide Disk Spring 5808718 907660 9
3-1/2" Alpha Guide Punch Driver set 907670 1
3-1/2" & 4-1/2" Alpha Guide Punch Driver (A) 5808713 1
Knock Pin MS4-10 1
3-1/2" Alpha Guide Punch Driver (B) 5808888 1
Ejector Spring 5510881 A 2

6 Retainer 5808716 907680 1
Air-blow Drawer Bolt (M14 x 80) 5808732 907690 1
3-1/2" & 4-1/2" Alpha Guide Punch Driver Key with screws 908700 1
3-1/2" & 4-1/2" Alpha Guide Punch Driver Key 5808879 1

Cap Screw (M5 x 30) M5X15 2

9 Cap Screw set 907740 1
Cap Screw (M12 x 85) M12X85 1
Washer M12 5808723 1

10 [3-1/2" Alpha Guide Body set 907750 1
3-1/2" Alpha Guide Body 5808712 1
Knok Pin MS4-6 1
Button 5808828 4
Release Button 5808829 8
Spring WF4-10 4
Spring WB3-10 4

Knoc Pin MS1.5-8 4
Knock Pin MS2-6 4

Plug 5808731 4

11 3-1/2" Alpha Guide Lock Button set 907760 1
3-1/2" & 4-1/2" Alpha Guide Lock Piece 5808830 1
3-1/2" Alpha Guide Lock Button 5808831 1
Spring WL5-15 1
Knock Pin MS3-25 1

12 3-1/2" Alpha Guide Adapter set 907170 1
3-1/2" Alpha Guide Adapter 5808727 1
Stripper Clamp Spring 5808730 4

Set Screw 5526780 4
Screw Plug MSWZ6 2

| 13 [3-1/2" Aipha Guide SP Spring Package 907780 | 1




E 42" Alpha Guide assy

Cap Screw (M8 x 20) x4 @

Oil Nipple (3116) @
3-1/2" & 4-1/2" Alpha Guide Punch Head D

-1/2" & 4-1/2" Alph ide Disk Spring x 9 &

r = & 3-1/2" & 4-1/2" Alpha Guide Punch Driver (A) 6
- 4 | i 3-1/2" & 4-1/2" Alpha Guide Punch Driver (B) &
’ - Ejector Spring (5510881A) x 2 6

2 ) ] %

/; Alpha Guide Spring Cover ®

-1/2" & 4-1/2" Name PI icker 3

v P

——  lockRing®

| Retainer®

NS

4-1/2" Alpha Guide Lock Button @
Spring (WL5-15) @

- Knock Pin (MS3-25) @

- - - N 31/2" & 41/2" Alpha Guide Lock Piece ()

Air-blow Drawer Bolt (M14 x 80) @

3-1/2" & 4-1/2" Alpha Guide Punch Driver Key

crew (M5 x 15) x2 ® l
y

Pin x 4 (0

4-1/2" Alpha Guide Body @
Knock Pin (MS2-6) x 4 @_

nock Pin (MS4-6) (0

Cap Screw (M12 x 85) @
Washer M12

Spring (WF4-10) x 8
Knock Pin (MS1.5-8) x 4 (0
Plug x 4 @

L

Stripper Camp Spring x 4 @
crew Plug @

Details of Lock & Release button




E 4'.” Alpha Guide assy

Part No. Description DWG No. Code No. (Q'ty
4-1/2" Alpha Guide assy with adapter #12 + cap screw set #9 90720E 1

4-1/2" Alpha Guide assy + cap screw set #9 (without adapter) 5808740 K 90714E 1

4-1/2" Alpha Guide Parts

1 3-1/2" & 4-1/2" Alpha Guide Punch Head set 907630 1
3-1/2" & 4-1/2" Alpha Guide Punch Head 5808715 A 1

Oil Nipple 3/16 1

2 Cap Screw (M8 x 20) M8X20 907640 4
3 3-1/2" & 4-1/2" Alpha Guide Spring Cover set 907650 1
Alpha Guide Spring Cover 5808717 1
Stopper Pin 5808724 1

Lock Ring 5808725 1

3-1/2" & 4-1/2" Alpha Guide Name Plate Sticker 5808832 1

4 3-1/2" & 4-1/2" Alpha Guide Disk Spring 5808718 907660 9
5 4-1/2" Alpha Guide Punch Driver set 907800 1
3-1/2" & 4-1/2" Alpha Guide Punch Driver (A) 5808713 1

Knock Pin MS4-10 1

4-1/2" Alpha Guide Punch Driver (B) 5808890 1
Ejector Spring 5510881 A 2

6 Retainer 5808716 907680 1
7 Air-blow Drawer Bolt (M14 x 80) 5808732 907690 1
8 3-1/2" & 4-1/2" Alpha Guide Punch Driver Key with screws 908700 1
3-1/2" & 4-1/2" Alpha Guide Punch Driver Key 5808879 1

Cap Screw (M5 x 15) M5X15 2

9 Cap Screw set 907740 1
Cap Screw (M12 x 85) M12X85 1
Washer M12 5808723 1

10 4-1/2" Alpha Guide Body set 907810 1
4-1/2" Alpha Guide Body 5808800 A 1

Pin 5501067 A 1

Knok Pin MS4-6 1

Button 5808828 4
Release Button 5808829 8

Spring WF4-10 4

Spring WB3-10 4

Knoc Pin MS1.5-8 4

Knock Pin MS2-6 4

Plug 5808731 4

11 4-1/2" Alpha Guide Lock Button set 907820 1
3-1/2" & 4-1/2" Alpha Guide Lock Piece 5808830 1

4-1/2" Alpha Guide Lock Button 5808832 1

Spring WL5-15 1

Knock Pin MS3-25 1

12 4-1/2" Alpha Guide Adapter set 907180 1
4-1/2" Alpha Guide Adapter 5808727 1
Stripper Clamp Spring 5808730 4

Set Screw 5526780 4

Screw Plug MSWz6 2

13 3-1/2" & 4-1/2" Alpha Guide SP Spring Package 907780 | 1




C 2" Alpha Sheet Saver Guide assy
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Cap Screw (M8 x 25) x 3 @

Disk Spring x 16 @
Air-blow Draw Bolt (M14 x 70) @
pring Pin PSR3-6) ®

Knock Pin (MS3-20) ®
Retainer Collar 6

CLLEL

Lock Button (9
Knock Pin (MS3-10) ©

Punch Driver (A) &

Ejector Spring No.2x 2 ®
Punch Driver (B) &)

raight Pin mé6 X14
Spring Bolt(M5x20)x4 @)




C 2" Alpha Sheet Saver Guide assy

Part No. Description DWG No. Code No. Q'ty
2" Alpha Sheet saver Guide assy + capscrew set #8 5808817 90744E 1
2" Apha Sheet Saver Guide Parts

1 Punch Head set 907460 1
Punch Head 5808808 1

Oil Nipple 3/16 1

Cap Screw M8X25 907470 3

Spring Cover set 907480 1

Spring Cover set 5808814 1

Name Plate Sticker 5808815 1

Disk Spring 5808092 907490 16

Punch Driver set 907500 1

Punch Driver (A) 5808805 1

Punch Driver (B) 5808806 1

Adjust Mark 5808810 1

Cap Screw M3 x 15 M3X15 1
Ejector Spring No. 2 5510881 A 2

6 Retainer Collar set 907510 1
Retainer Collar set 5808807 1

Knock Pin MS3-20 1

Spring Pin SSPSR3-6 1

7 Air-blow Draw Bolt (M14 x 70) 5522712 907520 1
Cap Screw set 907530 1

Cap Screw M12 x 75 M12X75 1
Washer M12 5808723 1

1-8 2" Alpha Guide Spring Unit 907540 1
9 Lock Button set 907550 1
Lock Button 5808812 1

Knock Pin MS3-10 1

Coil Spring WL5-15 2

Low Head Cap Screw CBSS4-6 2

10 Guide Key set 907560 1
2" Guide Key 5808613 908430 1

Set Screw (M5 x 8) M5X8 999300 2

11 2" Alpha Sheet Saver Guide Body set 907610 1
2" Alpha Sheet Saver Guide Body 5808818 1
Straight Pin (¢5m6X14L) 1

Spring Bolt (M5 X 20) 4

Screw Plug MSWZz6 2




D 3'2” Alpha Blade Guide assy

3-1/2" & 4-1/2" Alpha Guide Punch Head (1)

Alpha Guide Spring Cover 3

Retainer®)

. Knock Pin (MS4-10) ()
Ejector Spring ®)

3-1/2" Alpha Guide Punch Driver (B) ®)

-
1A
P

-Cap C5(THK) x2 @
Cap Screw (M5 x 20) @

3-1/2" Alpha Blade Punch Body ®
-Pin®
Cap Screw (M12 x 30) &)

3-1/2" Alpha Guide Body ®

3-1/2" & 4-1/2" Alpha Guide Spring Package tripper Clamp Sprin
Screw Plug (MSWZ6) x 2 ({0

Details of Lock & Release button




D 3'2.” Alpha Blade Guide assy

Part No. Description DWG No. Code No. | Q'ty
3-1/2" Alpha Blade Guide assy with adapter 90721E 1

3-1/2" Alpha Blade Guide assy (without adapter) 5808735 F 90715E 1

3-1/2" Alpha Blade Guide Parts

1 3-1/2" & 4-1/2" Alpha Guide Punch Head set 907630 1
3-1/2" & 4-1/2" Alpha Guide Punch Head 5808715 A 1

Oil Nipple 3/16 1

2 Cap Screw (M8 x 20) M8X20 907640 4
3 3-1/2" & 4-1/2" Alpha Guide Spring Cover set 907650 1
Alpha Guide Spring Cover 5808717 1
Stopper Pin 5808724 1

Lock Ring 5808725 1

3-1/2" & 4-1/2" Alpha Blade Guide Name Plate Sticker 5808833 1

4 3-1/2" & 4-1/2" Alpha Guide Disk Spring 5808718 907660 9
5 3-1/2" Alpha Blade Punch Body set 907770 1
3-1/2" Alpha Blade Punch Body 5808737 A 1

Pin 5546205 B 1

Cap Screw (M12 x 30) M12 x 30 1

Cap Screw (M6 x 25) M6 x 25 4

3-1/2" & 4-1/2" Alpha Guide Punch Driver (A) 5808713 1

Knock Pin MS4-10 1

3-1/2" Alpha Guide Punch Driver (B) 5808736 A 1
Ejector Spring 5510881 A 2
Retainer 5808716 907680 1

3-1/2" & 4-1/2" Alpha Guide Punch Driver Key set with screw & cap 908720 2

3-1/2" & 4-1/2" Alpha Guide Punch Driver Key 5808876 2

Cap Screw (M5 x 20) M5X20 2

Cap C5 (THK) 2

8 3-1/2" Alpha Guide Body set 907750 1
3-1/2" Alpha Guide Body 5808712 1

Knock Pin MS4-6 1

Button 5808828 4
Release Button 5808829 8
Spring WF4-10 4
Spring WB3-10 4

Knock Pin MS1.5-8 4

Knock Pin MS2-6 4

Plug 5808731 4

9 3-1/2" Alpha Guide Lock Button set 907760 1
3-1/2" & 4-1/2" Alpha Guide Lock Piece 5808830 1

3-1/2" Alpha Guide Lock Button 5808730 1
Spring WL5-15 1

Knock Pin MS3-25 1

10 3-1/2" Alpha Guide Adapter set 907170 1
3-1/2" Alpha Guide Adapter 5808727 1
Stripper Clamp Spring 5808730 4

Set Screw 5526780 4
Screw Plug MSWz6 2

11 3-1/2" Alpha Guide SP Spring Package 907780 1




E 4°2” Alpha Blade Guide assy

Oil Nipple (3/16) @
3-1/2" & 4-1/2" Alpha Guide Punch Head @

Spring (WL5-15) (9

Knock Pin (MS4-10) &
- 3-1/2" & 4-1/2" Alpha Guide Punch Driver (B) ®

( ‘ =  CapScrow (M6 x 251 x6 5.
‘\4-1 2" Alpha Blade Punch B

—————— Pin®®

) < ™ Cap Screw (M12x30) &

~ Cap Screw (M5x20)x2 @
Cap C5(THK) x2

3-1/2" & 4-1/2" Alpha Guide Punch Driver Key x2 @

Knock Pin (MS2-6) x4 ®
Spring (WB3-10) x 4

Spring (WF4-10) x8 @&

Knock Pin (MS1.5-8) x4 ®
Plug x4 ®




E 4°2” Alpha Blade Guide assy

Part No. Decription DWG No. Code No. | Q'ty
4-1/2" Alpha Blade Guide assy with adapter 90722E 1
4-1/2" Alpha Blade Guide assy (without adapter) 580736 F 90716E 1

4-1/2" Alpha Blade Guide Parts

1 3-1/2" & 4-1/2" Alpha Guide Punch Head set 907630 1
3-1/2"& 4-1/2" Alpha Guide Punch Head 5808715 A 1

Oil Nipple 3/16 1

2 Cap Screw (M8 x 20) M8X20 907640 4
3 3-1/2" & 4-1/2" Alpha Guide Spring Cover set 907650 1
Alpha Guide Spring Cover 5808717 1
Stopper Pin 5808724 1

Lock Ring 5808725 1
3-1/2" & 4-1/2" Alpha Blade Guide Name Plate Sticker 5808833 1

4 [3-1/2" & 4-1/2" Alpha Guide Disk Spring 5808718 907660 9
5 4-1/2" Alpha Blade Punch Body set 907830 1
4-1/2" Alpha Blade Punch Body 5808748 B 1

Pin 5546205 B 1

Cap Screw (M12 x 30) M12 x 30 1

Cap Screw (M6 x 25) M6 x 25 4
3-1/2" & 4-1/2" Alpha Guide Punch Driver (A) 5808713 1
Knock Pin MS4-10 1
3-1/2" Alpha Guide Punch Driver (B) 5808747 A 1
Ejector Spring 5510881 A 2

6  |Retainer 5808716 907680 1
7 3-1/2" & 4-1/2" Alpha Guide Punch Driver Key set with screw+cap 908720 2
3-1/2" & 4-1/2" Alpha Guide Punch Driver Key 5808876 2

Cap Screw (M5 x 20) M5X20 2

Cap C5 (THK) 2

8 4-1/2" Alpha Guide Body set 907810 1
4-1/2" Alpha Guide Body 5808800 A 1
Knok Pin MS4-6 1
Button 5808828 4
Release Button 5808829 8
Spring WF4-10 4
Spring WB3-10 4
Knoc Pin MS1.5-8 4
Knock Pin MS2-6 4

Plug 5808731 4

9 4-1/2" Alpha Guide Lock Button set 907820 1
3-1/2" & 4-1/2" Alpha Guide Lock Piece 5808830 1
4-1/2" Alpha Guide Lock Button 5808831 1
Spring WL5-15 1
Knock Pin MS3-25 1

10 |4-1/2" Alpha Guide Adapter set 907180 1
4-1/2" Alpha Guide Adapter 5808744 1
Stripper Clamp Spring 5808730 4

Set Screw 5526780 4
Screw Plug MSWZ6 2

11 |4-1/2" Alpha Guide SP Spring Package 907780 1
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Part and Unit Name Code No.
2" Z Style Guide assy (with Wrench) 900500
2" Z Style Guide Spring Unit 906000
2" Z Style Guide Body assy 906030
@D |Punch Head 906060
@ |SocketHead Cap Screw (3-M8x25) 999600
® |Spring Cover 906080
@ |Disk Spring (2x8=16) 906090
® |Urethane Stopper 906270
® |Air-Blow Draw Bolt (M14x70) 906300
@ [M14 Washer 906310
Adjust Button Unit 906350
© [Key 906460
Low Head Cap Screw (M5x10) 905680
@ |Guide Body 900900
@3 |SP Spring Pack 906920
@ |Stripper Clamp Ring 906580
@ |Lock Button Unit 906620
Standard Parts and Wrench
Socket Head Cap Screw (M12x70) 999900
@ [M12 Collar 906670

[Wrench set [ 906700
2"Z Style Round

Z Style Air-Blow Round Set 31FZ60
Z Style Air-Blow Round Punch assy 11FZ60
Air-Blow Round Punch Body 41F060
Z Style Air-Blow Round Stripper Plate 51FZ60
Round Die 211060
2"Z Style Shape

Z Style Air-Blow Shaped Set 32FZ60
Z Style Air-Blow Shaped Punch assy 12FZz60
Air-Blow Shaped Punch Body 42F060
Z Style Air-Blow Shaped Stripper Plate 52FZ60
Shaped Die 221060




C 2" Z Style Guide assy

No. Description DWG No. Code No. Q'ty
2" Z Guide assy
2" Z Style Guide assy (with wrench) 900500 1
2" Z Style Guide assy (without wrench) 5808300 900530 1
2" Z Style Guide Spring Unit 906000 1
2" Z Style Guide Body assy 906030 1
2" Z Guide assy parts
1 2" Z Style Guide Punch Head 5808321 906060 1
2 |Socket Head Cap Screw M8x25 M8 x 25 999600 3
3 |2" Z Style Guide Spring Cover 5808322 906080 1
Z Tooling Sticker 906170 1
4 |2" Z Style Guide Disk Spring 5808092 906090 16
2" Z Style Guide Punch Driver Set 906190 1
2" Z Style Guide Outer Punch Driver 5808086 A 906220 1
2" Z Style Guide Inner Punch Driver 5808302 906240 1
5 |Urethane Stopper 5808100 906270 2
Retainer Collar 5808088 B 906280 1
Spring Role Pin 4x14 SP4-14 906290 1
6 |Air-Blow Draw Bolt M14x70 5808120 A 906300 1
7 |M14 Washer 5808304 906310 1
Air-Blow Draw Bolt M14x70 (with washer) 906320 1
8 |Adjust Button Unit 906350 1
Locate Pin 5808089 906360 1
Push Button 5808323 906370 1
Coil Spring WL5 x 15 906380 2
Low Head Cap Screw M4x6 CBSS4-6 906390 2
9 |2" Z Style Guide Key 5808307 906460 1
10 |Low Head Cap Screw (M5x10) 905680 1
11 |2" Z Style Guide Body (with pin) 5808301 900900 1
Spring Roll Pin 4x18 SP4-18 906490 3
Ball Bearing 3.5 ©3.5 906500 3
Pedestal Ring 5808309 906510 3
12 |SP Spring Pack 1
Low Head Cap Screw M4x5 5808315 906920 3
M4 Washer 5808306 3
14 |Stripper Clamp Spring 5808308 3
13 |2" Z Style Guide Stripper Clamp Ring 5808303 906580 1
15 |Lock Button Unit 906620 1
Stopper Button 5808310 906630 1
Coil Spring WF4-10 906640 1
Stopper Pin P4-12D 906650 1
Standard Accessories
Socket Head Cap Screw M12x70 (with washer) 906660 1
16 [Socket Head Cap Screw M12x70 999900 1
17 |M12 Adapter Collar 5808305 906670 1
Z Style Guide Standard Wrench Set 906700 1
M10 Hexagon Key Wrench 906710 1
M6 Hexagon Key Wrench 906720 1
M4 Hexagon Key Wrench 906730 1
M3 Hexagon Key Wrench 906740 1
M2.5 Hexagon Key Wrench 906750 1
M2 Hexagon Key Wrench 906760 1
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Z Style Guide Parts List

[

Part and Unit Name Code No.

3-1/2” Z Style Guide assy 900510

3-1/2" Z Style Guide Spring Unit 906010

3-1/2" Z Style Guide Body assy 906040

@® |Punch Head 906070

@ |SocketHead Cap Screw (4 —M8x25) 999600

® |Disk Spring (2x5=10) 906180

@ |Urethane Stopper 906270

® |Air-Blow Draw Bolt(M14x70) 901900

® |M14 washer 906310

@ |Key 906330

Socket Head Cap Screw (2 —M5x12) 906340

©@ |AdjustLever Unit 906400

Guide Body 900910

@, |SP Spring Pack 906960

@ |Stripper Clamp Ring 906590

Lock Button Unit 906620

Standard parts and wrench
@® |SocketHead Cap Screw (M12x70) 999900
M12 Washer 906670
[Wrench Set [ 906700 |

3-1/2" Z Style Round

Z Style Air-Blow Round Set 31FZ80

Z Style Air-Blow Round Punch assy 11FZ80

Air-Blow Round Punch Body 41F080

Z Style Air-Blow Round Stripper Plate 51FZ80

Round Die 211080
3-1/2" Z Style Shape

Z Style Air-Blow Shaped Set 32FZ80

Z Style Air-Blow Shaped Punch assy 12FZ80

Air-Blow Shaped Punch Body 42F080

Z Style Air-Blow Shaped Stripper Plate 52FZ80

Shaped Die 221080




D 372" Z Style Guide assy

No. Description DWG No. Code No. Q'ty
3-1/2" Z Style Guide assy
3-1/2" Z Style Guide assy (with Wrench) 900510 1
3-1/2" Z Style Guide assy 5808317 900540 1
3-1/2" Z Style Guide Spring Unit 906010 1
3-1/2" Z Style Guide Body assy 906040 1
3-1/2" Z Style Guide assy parts
1 13-1/2" 4-1/2" Z Style Guide Punch Head 5808068 906070 1
2 |Socket Head Cap Screw M8x25 999600 4
Spring Retainer Collar 5808047 906100 1
3-1/2" Z Style Guide Spring Cover Set M8 x 25 906110 1
3-1/2" 4-1/2" Z Style Guide Upper Spring Cover 5808042 B 906130 1
3-1/2" Z Style Guide Lower Spring Cover 5808041 B 906140 1
Set Screw M5x8 (Dog point) M5 x 8 906160 1
Z Tooling Sticker 906170 1
3 [3-1/2" 4-1/2" Z Style Guide Disk Spring 5808565 906180 10
3-1/2" Z Style Guide Punch Driver Set 906200 1
3-1/2" Z Style Guide Outer Punch Driver 5808044 906230 1
3-1/2" Z Style Guide Inner Punch Driver 5808320 906250 1
4 |Urethane Stopper 5808100 906270 2
5 |Air-Blow Draw Bolt M14x70 5522712 901900 1
6 |M14 Washer 5808304 906310 1
7 [3-1/2" 4-1/2" Z Style Guide Punch Driver Key 5808099 A 906330 1
8 |Socket Head Cap Screw M5x12 M5 x 12 906340 2
9 |Adjust Lever Unit 906400 1
Bracket Type | 5808038 A 906410 1
Bracket Type |l 5808039 B 906420 1
Lock Pin 5808040 A 906430 1
Coil Spring WF6-20 906440 1
Locating Bolt MSW G3-4 906450 1
10 |3-1/2" Z Style Guide Body (with Screw M5x12) 900910 1
3-1/2" Z Style Guide Body 5808318 900930 1
M5 Washer 5808348 906520 3
Socket Head Cap Screw M5x12 M5 x 12 906530 3
Ball Bearing 3.5 ®3.5 906500 6
Pedestal Ring 5808309 906510 6
11 |SP Spring Pack 1
Low Head Cap Screw M4x5 5808315 906960 3
M4 Washer 5808306 3
13 |Stripper Clamp Spring 5808308 3
12 [3-1/2" Z Style Guide Stripper Clamp Ring 5808319 906590 1
14 |[Lock Button Unit 906620 1
Stopper Button 5808310 906630 1
Coil Spring WF4-10 906640 1
Stopper Pin P4-12D 906650 1
Standard Accessories
Socket Head Cap Screw M12x70 (with washer) 906660 1
15 |[Socket Head Cap Screw M12x70 999900 1
16 |M12 Adapter Collar 5808305 906670 1
Z Style Guide Standard Tool Set 906700 1
M10 Hexagon Key Wrench 906710 1
M6 Hexagon Key Wrench 906720 1
M4 Hexagon Key Wrench 906730 1
M3 Hexagon Key Wrench 906740 1
M2.5 Hexagon Key Wrench 906750 1
M2 Hexagon Key Wrench 906760 1
Spacer 5808409 906770 1
Spring assy Jig 5808410 906780 1
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Z Style Guide Parts List

It

Part and Unit Name Code No.
4-1/2" Z Style Guide assy 900520
4-1/2" Z Style Guide Spring Unit 906020
4-1/2" Z Style Guide Body assy 906050
@ |Punch Head 906070
@ |SocketHead Cap Screw (4 —M8x25) 999600
@) |Disk Spring (2x5=10) 906180
@ |Urethane Stopper 906270
® |Air-Blow Draw Bolt (M14x70) 901900
® |M14 Washer 906310
(D |Lifter Pin 906470
Countersunk flat head screw (M5x12) 905670
@ [Punch Driver Key 906330
Socket Head Cap Screw (2-M5x12) 906340
@ |AdjustLever Unit 906400
@ |Guide Body 900920
@, [SP Spring Pack 906960
(@ |Stripper Clamp Ring 906600
Lock Button Unit 906620
Standard parts and Wrench
@) |Socket Head Cap Screw (M12 x 70) 999900
M12 Collar 906670
[Wrench Set [ 906700 |
4-1/2" Z Style Round
Z Style Air-Blow Round Set 31FZ90
Z Style Air-Blow Round Punch assy 11FZ90
Air-Blow Round Punch Body 41F090
Z Style Air-Blow Round Stripper Plate 51FZ90
Round Die 211090
4-1/2" 7 Style Shape
Z Style Air-Blow Shaped Set 32FZ90
Z Style Air-Blow Shaped Punch assy 11FZ90
Air-Blow Shaped Punch Body 42F090
Z Style Air-Blow Shaped Stripper Plate 52FZ90
Shaped Die 221090




E 475" Z Style Guide assy

No. Description DWG No. Code No. | Q'ty
4-1/2" Z Style Guide assy
4-1/2" Z Style Guide assy (with Wrench) 900520 1
4-1/2" Z Style Guide assy 5808311 900550 1
4-1/2" Z Style Guide Spring Unit 906020 1
4-1/2" Z Style Guide Body assy 906050 1
4-1/2" Z Style Guide assy parts
1 [3-1/2" 4-1/2" Z Style Guide Punch Head 5808068 906070 1
2 |Socket Head Cap Screw M8x25 M8 x 25 999600 4
Spring Retainer Collar 5808047 906100 1
4-1/2" Z Style Guide Spring Cover Set 906120 1
3-1/2" 4-1/2" Z Style Guide Upper Spring Cover 5808042 B 906130 1
4-1/2" Z Style Guide Lower Spring Cover 5808324 906150 1
Set Screw M5x8 (Dog point) M5 x 8 906160 1
Z Tooling Sticker 906170 1
3 [3-1/2" 4-1/2" Z Style Guide Disk Spring 5808565 906180 10
4-1/2" Z Style Guide Punch Driver Set 906210 1
3-1/2" 4-1/2" Z Style Guide Outer Punch Driver 5808044 906230 1
4-1/2" Z Style Guide Inner Punch Driver 5808313 906260 1
4 |Urethane Stopper 5808100 906270 2
5 |Air-Blow Draw Bolt M14x70 5522712 901900 1
6 |M14 Washer 5808304 906310 1
9 [3-1/2" 4-1/2" Z Style Guide Punch Driver Key 5808099 A 906330 1
10 |Socket Head Cap Screw M5x12 M5 x 12 906340 2
11 |Adjust Lever Unit 906400 1
Bracket Type | 5808038 A 906410 1
Bracket Type |l 5808039 B 906420 1
Lock Pin 5808040 A 906430 1
Coil Spring WEF6-20 906440 1
Locating Bolt MSWG3-4 906450 1
7 |Lifter Pin 5808051 906470 8
8 |Countersunk flat head screw (IM5x12) 905670 4
12 [4-1/2" Z Style Guide Body (with Screw M5x20) 900920 1
4-1/2" Z Style Guide Body 5808312 900940 1
Socket Head Cap Screw M5x20 M5 x 20 906540 4
Ball Bearing 3.5 ©3.5 906500 6
Pedestal Ring 5808309 906510 6
13 |SP Spring Pack 3
Low Head Cap Screw M4x5 808315 906960 3
M4 Washer 808306 3
15 [Stripper Clamp Spring 5808308 3
14 [4-1/2" Z Style Guide Stripper Clamp Ring 5808314 906600 1
16 |Lock Button Unit 906620 1
Stopper Button 5808310 906630 1
Coil Spring WF4-10 906640 1
Stopper Pin P4-12D 906650 1
Standard Accessories
Socket Head Cap Screw M12x70 (with washer) 906660 1
17 |Socket Head Cap Screw M12x70 999900 1
18 [M12 Adapter Collar 5808305 906670 1
Z Style Guide Standard Tool Set 906700 1
M10 Hexagon Key Wrench 906710 1
M6 Hexagon Key Wrench 906720 1
M4 Hexagon Key Wrench 906730 1
M3 Hexagon Key Wrench 906740 1
M2.5 Hexagon Key Wrench 906750 1
M2 Hexagon Key Wrench 906760 1
Spacer 5808409 906770 1
Spring assy Jig 5808410 906780 1
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