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NON-CLOGGING BUTTON DIES

—HEADED TYPE, STRAIGHT TYPE—

Type & [Ddimension| Catalog No. Shape
—Headed— @ Equivalent o A oq o
toSKH51 | D3~ 5 °g|G o X
61~64HRC > ‘
SV—MHD ST
Equivalent N 1 i
toSKD11 | D6~10 ‘ I
60~63HRC ==
(R
Powdered SV—PMHD %:T ‘ :
high-speed — |
steel =il = I
64~67HRC d
H-92
—Straight— Equivalent
(RoHs toSKH51 | D3~ 5 o n+0d o~
61~64HRC °7|8.0 N
SV—MSD = |
Equivalent mij— — ’Lﬁ
toSKD11 | D6~10 ml = J—'L 3 Jf
60~63HRC ‘ ;
| e 2
Powdered ‘ § i
high-speed o L
seel | D6~10 |SV—PMSD h"’
64~67HRC |
BN
D tolerance Catalog No. 0.01mm increments
L - v G d H
D mb n5 Type D min. P max.
B || IR || (Equivalent to SKH51) 3 0.50~1.00 2.0 4
4 Headed type Stralght type 4 0.50~2.00 04 | 02 | 24 5
40009 | +0.013 (oms) (0ns) 16
5 | Tooos | +o00s | SV—MHD  SV—MSD 5 0.50~2.50 2.9 6
6 (Equivalent to SKD11) 6 20 1.00~3.00 3.4 9
Headed type Straight type -
8 | oo | +oo0i (Dms) (Dns) 1.00~4.00 bl e e u
10 | 0006 | 40010} oy _MHD SV—MSD | 10 | (@@ 2.00~6.00 6.4 13
igggg igga‘g (Powdered high-speed steel) 6 (25) 1.00~3.00 3.4 9
Headed type Straight type .
8 | tooz | oot ot o) 8 1.00~4.00 0.8 0.3 44 11
10 | 10006 | 0010 1 gy_pMHD SV—PMSD | 10 2.00~6.00 6.4 13

(® D3 headed types are thin under the head. Be careful not to damage the bushings when mounting them.
(® L(22)and (25)are specifications available for D4~10 only.

‘CalalogNo.‘—‘ L ‘—‘ P ‘

Order
SV—PMHD10 — 25

iﬁlﬂavﬂﬂsmv Quotation

(®

Price

— P4.50

7

PRODUCTS DATA

rations

RELATED PRODUCTS

SV—MSD8 — LC18 — PC4.20 — LKC

[ Catalog No. |—[ L (LC-SLC) |— [P (PC)|— (HC-TC-CKC-MKC, etc.)

eration ode ec. ode eration ode ec. ode
Alterat Cod $| 1Cod Alterat Cod S 1Cod
-°] "
= Shaped fole diameter change : Addition of single key flat to head
=i min. : P>PC= 52050 ‘e
D /
= Slo i
s ‘\QE I P T Addition of single key flat
g max. : P<PC=Pmax.-+0.2 & Cannot be used for D3~6.
2 0.01 mm increments Addition of double key flats in parallel
=2 T Tl 5 WKC | ® Cannot be combined with KC.
s @ PKC P+aopg1 E;fo_&g;"e I I e @R ® Cannot be used for straight types.
= 0 0
= ® Cannot be used for P<100. = 270 Double key flats at 0°and a
Full length change 10=LC<L -0} KEC |16 ¢ selected angle 1° increments
o 0.1 mm increments (If combined with LKC, = N\ / @ Cannot be combined with KC+ WKC.
= || LC |0.01 mmincrements can be selected.) = 90* ® Cannot be used for straight types.
— (@ Press-in lead is shortened by (L—LC). g
777777 _ g Cannott bfe Hsled f&r he:t:eﬁ I'fypets';t | = Head diameter change
anges to en an en: olerance
are plgocesselcji usin% a singléj c_odeg. i "E HC D§H0<,H
The allowable range of change, increment, ordering a; HC ‘ 0.1 mm increments
process, and notes (%)) are the same as for LC. = - -
LC LKC << Head thickness change 2<TC<T 0.1 mm increments
S| 4| | SLC Fulllength ~ +  Full length tolerance 2 Te élg gomblned with IKC-TEM-L}K%-ZI?C,
— .01 mm increments can be selected.
| B3 G —== @ Full length L is shortened by (T—TC).
+04 _\ 4005
LT = Mg If combined with LC, full length is equal to LC.
= ® 0.01 mm increments
= ® Cannot be used for headed types. TKC Head thickness tolerance change
[
= LKC Full length tolerance change T+g.3 = +g.02 ® Cannot be used for L(LC) <16.
= +04 _ +0.05 IJ:I-I—
= L2 = o = - Head thickness tolerance change
o
- LKZ Full length tolerance change T+g'3 = 78.02 ® Cannot be used for L(LC) <16.
H LE33 = 5% @ Gannot be used for L(LG) <16.
= (Changes to head thickness tolerance and full length tolerance are processed
H using a single code. Machining limits are the same s for TKC and LKC.
= @ Cannot be used for straight types.
< CKC TKC LKC
Head thickness + Full length tolerance
tolerance change change
+03 _ +0.02 +04 _\ +005
Th" =7 Lioa = 7o
Changes to head thickness tolerance and full length tolerance are processed
using a single code. Machining limits are the same as for TKM and LKC.
@ Cannot be used for straight types.
MKC TKM LKC
Head thickness + Full length tolerance ->
tolerance change change
+0.3 0 +04 _\ +0.05 I
T50" = o0 L2 = o \ & J
M Features- These non-clogging button dies are intended to be used 1 '1
in combination with a vacuum device such as a vacuum T :
pump. o )
«-Because an air inlet hole is created near the shaped hole, l
o : : : WST - WSTK
when a vacuum device is used to provide suction, an air B P.386

Air inlet hole

flow is produced inside the button die. This results in more
effective scrap discharge compared with button dies that
do not have air inlet holes. [Fig. 1]

«Itis also possible to use products such as a scrap vacuum
unit B (P.385) or commercially available pail-mounted
cleaner as the vacuum device in place of the vacuum pump.
In these cases, the drive source is compressed air from a
compressor or other machine. [Fig. 2]

-Non-clogging button dies [Products Data] B~ P.1621

Scrap is ejected by vacuum
pressure and airflow.

| q

]

Suction
l (Fig. 1) Effects of air inlet hole

lSuction

Vacuum pressure only
(no airflow)

Scrap vacuum unit
SVBN BE" P.385

Pail-mounted cleaner

Vacuum pump-Scrap collection tank

(Fig. 2) Examples of combinations with different vacuum devices
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