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Bending &

Compression

Miscellaneous

No.| Blanking Group Forming Group Drawing Group Group Group
1 Shearing Bending Drawing Cold extrusion High energy rate
forming
2 Bevel Shearing Forming Redrawing Forward extrusion | Magnetic forming
3 Blanking Burring Reverse redrawing Backw_ard Electro dls_charge
extrusion forming
Forward and
4 Half-blanking Flanging Ironing backward
extrusion
5 Trimming Curling Impact extrusion
6 Notching Seaming Upsetting
7 Slitting Hemming Coining
8 Parting Beading Sizing
9 Piercing Embossing Heading
10 Perforating Necking Swaging
11 Shaving Bulging Cold forging
Reciprocating .
12 blanking Hydro forming
13 | Finish blanking
14 Fine blanking
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2.2.2.3 491U naunantaduiN NG A LA Z LA

v
o 6 o

MIUUANAF A LAZIANZ N AU sz naLARNL ARIAY dndNT0uLNaanLTugau

TOP SHOE

PUNCH RETAINER BACKUP rcl
[l

PUNCH RETAINTER
BLANKING PUNCH @

STRIPPER

GUIDE PLATE
/

DIE BLOCK !

GUIDE POST sET | o]

SUB PLATE

BOTTOM SHOE

NINN 2,12

AMUUTZNALUNANURILNNHNF A A ZLANE

A: TOP SHOE gufissfundauiildiin punch azindauituasdaedawiees
press m/c

B: BOTTOM SHOE gmﬁmﬁ@mLﬂumuﬁ"’lﬁmmmmmzﬁmﬁmﬁu ol
AAMLZIUT press m/c

C: PUNCH RETAINER (flhuusiufiauazsesst punch nildnmausiflufeuman
wiugAwaeudmiufadauuuaes punch HRaTL top shoe #ranguazadniupdon
lnesia punch azdandmagiu punch retainer Fagauunazsinui i utin lmediusi
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F: STRIPPER GUIDE PLATE Ifierfnvmmasnumiisrastuny vinlsnnsine

ATAMNUAZIIALSIEITUU



31

o

G: GUIDE POST SET a@nuiaunu weeiamgaiaiugaunauwans (bottom

o a G

shoe) uazllaentingaRARUFIUANALY (top shoe) M7 UNNTANMUARAN19NNT

a9
LARDLN LU AT BN AN A ALY

H: DIE 4UNINAZNIANUMANNAINIATANHALALINANINTlA 1Ay LAy

v
4 a ] ]

1R85 IR A 1A RNNULILUAIAEINTNNIULINANEIUNBBINNNTATTaRRTUAM A9l

[

¥

B4 Ao ginAnadwiufia die block 1#RAry die holder wazdaurlaznaniiug uenaniifl
Anduduiuldadn (dowel pin) Witetlasfilaild die block ABLRIANNALILAY

I: DIE BLOCK Wlugaufitiamenengaulidne iy

ﬂﬂﬂmﬂﬁ‘u:ﬁ/‘ﬂyj@LLSJWNW“}J@\?T?N’]uﬁQﬂEi’NLL@Z@@UE‘I’]M@’]WQJNEMLLQJWNVW{VT’]
nsteInaTudIuiL s et Tudiureausfinsidauaziansluenlansusivasd
Tmm?maﬁquﬁﬂummgm mmmﬁa%@ié’mnémamﬁqiﬂ%ﬂmm:ﬁﬁmm:mﬁ LAz
f?’Tm@@ﬂ"‘Lmﬁ@'q%@@ﬂLmuLL@:NEM‘EMémﬁm%m’quﬁﬁﬂﬂﬁmﬁmmﬁuﬁm SavinliuaiRant
uAasE U A LuAn s Fail

Tnssadradauiifluanmegiu Wi die set vite gaugiuusifant uiiveanidly
FaRTnanmANvseLazIiaTiiNa nmAnmTeY avisrnenilildae top shoe, bottom
shoe EiARANNTL guide post set %Q@WN’]?N@L\?%@@’m;:INEIFILﬂuéud’au'ﬁ’]L%Sﬂimﬂﬁﬂﬂmﬁﬂ
46 IWIAAINNTN AN AFINUUN plate AU ATUNUN UATNII9AI9T8Y guide
postiﬁ

faatng die set MilugaulsynaumnefreulfaiFauazians WLILIFINNT] 7

{99918 I

Wi e H;;- s
by — | (e
e n = =
W= =
‘"7 5 iA 5/‘
— Qb =
AR 2.13

FaENg die set WLILIFNG



32
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N17AMAIY guide post NUsznaunnny die set @ZNEULLUUWWQWLTJHNWW?‘E']H

AuFugnaniiallfanngen 2.5

AN9NT 2.4

N199A379 guide post mmﬂm‘lum die set

No. AAUANITINING MW ANaaLNE
]
1 S Plate 1asgu (fauauia W x L 6199)
[e] . )
2 B Plate 1esgiunuufl Guide Post 2 1&1 1 61y

3 C Plate a5z uuuufl Guide Post 2 t&14in9

4 D Plate 1nasgunuufl Guide Post 2 L@ yuasadinu

O O

o O

Plate unesgiunuufi Guide Post 4 L&

IAraas1ediudssnavay lHun dauaed punch die way plate Al lun1stin 10

v v
a2 =2

ANZTUNU FINDITURIUNATITU bolt, nut, pin, spring AN AariAuuanmeiwld

14 4 1
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Parallel Key

426

Parallel Key

427

Parallel Key

i e

300 MM
Machine Key

PrgE— O B

BS BSTH Parallel Pin

Dowel Pin Dowel Fin

—_— Tre— ,, ———

432 433 434

Inner Thread Taper PIn Inner Thread

Parallel Fin Taper Pin

435 436 437

Gip Head Kay Woodruff Key Snap Pin (YZ)

e R T, CoF

Spring Pin Spring Pin Cotter Pin {YZ) Snap Pin (ZN)

p — ., =R, O =<

Spring Pin (SUS) Spring Pin {SUS) Cotter Pin {SUS) Snap Pin (SUS)
005 o oo - 00p e
Socket Low Head Socket Low Head Socket Low Head Socket Low Head
Cap Screw Cap Serew (SUS) Cap Screw (YZ) Cap Screw (ZN)
009 o0 =2 o = oo =
Socket Bulton Screw  Socket Button Socket Button Socket Button

Screw (SUS) Screw (YZ) Screw (ZN)
013 014 F 015 o P
Socket Flat CSK Socket Flat CSK Socket Flat CSK Socket Flat CSK
Screw Screw (SUS) Screw (YZ) Screw (ZN)
pr7 D o1s = o1 = 020 G
Socket Sel Scraw Socket Set Screw Socket Set Screw Sockat Set Screw
(SUS) (YZ) (ZN)

0 S iz @D 23 e D
Socket Set Screw Socket et Screw Socket Set Scraw Socket Set Scraw
Dog Point Flat Paint Cone Point Knurled Paint
05— 06 D 027 028 h
Slot Head Spring Ball Plunger Spring Plunger Socket Flange
Plunger Head Screw

025 .

Socket Cap Screw (Half Threaded)

| s

Socket Cap Screw (Full Threaded)
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