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ENGRAVING BLOCK PUNCHES

PRECISION ENGRAVING BLOCK PUNCHES
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*Because the characters are engraved by electric discharge machining, the character machining face projects by a step before machining is performed. M2 or more in case of L25. [0 60~63HRC
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1. Maintenance is possible without disassembling the die.
2. The use of shims allows fine adjustments to be made even
after the die is assembled.

1. Mounting position
Select a location that is as flat as possible for the punch to contact, and install the punch perpendicular to that surface.
2. Fasten the punch using a bolt. The punch tip should protrude 0.25mm from the mounting surface.

(Depth of character engraved in product: 0.25mm)

(Examples of mounting) (Example of use for lft-out tap hole)

ﬁ&:rew a bolt into the lift-out tap hole

and pull the punch out of the punch plate.

Mounting method 1

Mounting method 2
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Alteration

Code

Spec.

1Code

VHM

Shank tolerance ,,+-0.01 0
change  “H' 0" = —oor

VHZ

Shank tolerance —+0.01
diEmge V-HT ™ = £0.005

HC

Flange width change
=<HC<15

0.1mm increments
® Cannot be used for VCM.

CCP

Chamfering to one corner of shank (for error prevention)
One corner of shank is chamfered to C1.0.
W Selection of chamfering position (as viewed
from engraving side)
CCPO  CCP90 CCP180 CCP270

o

@ Cannot be used for VCF.

ml Days to Ship
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I Accuracy standards for precision engraving block punches

Accuracy standards

Perpendicularity
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a=0.005
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b=0.005

PUNCHES & DIES
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