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CARBIDE STRAIGHT PILOT PUNCHES FOR FIXING TO STRIPPER PLATES

Type % Catalog No. Shape
—Tip R type— m - )
Ra Lapping
63 Y
WSPT (Hﬂﬂ | Ra_
°7 - - =05
V30 (HIP) k=
—Tip R-lapping— 88~89HRA Laoni e -
apping - @ RT(3%) = Tipis rounded
- L—WSPT < L9® for safety.To keep the
sharp tip (no rounding),
(®) For the length of tip R, refer to the products data “Punch R length”. BYS- P.1592 specli)fy %T=0. 9
@ RT=0 with lapping cannot be selected.
(® Although the marks of processing may remain in the center of a Shank end face, it is satisfactory on a function.
—Tapered tip type— = oG
- i
0 Ra 9 RO1~03 o <‘m >
WTPT [ (u ® ) [datesiiet)/
7 — T I No Ra
V30(HIP) + Gtsu’&/ 8 T6~25 =02
—Tapered tip, lapping— Rl 38 §° G |5 0151
Lapping proos B o B o
‘ L—WTPT > o Ne. 0.600 ~1.999 | 10°
- L o Y o 2.000 ~ 15°
& R=0 with lapping cannot be selected.
(® Although the marks of processing may remain in the center of a Shank end face, it is satisfactory on a function.
—Sharp tip angle type— @ 2 Laoing
P L
. Ra 0 R01~03 g (m
o a
g B 16 ~ 2 5 =0.2
= =i
V30(HIP) T A°t30'§/ ATOK) 5 3 =05
—Sharp tip angle-lapping— i I 39 $° @ RT(3) = Tipis rounded
apping . proos o for safety.To keep the
L—WAPT > L+os sharp tip (no rounding),
= 0 "
= specify RT=0.
h ® R=0and RT=0 with lapping cannot be selected.
(® Although the marks of processing may remain in the center of a Shank end face, it is satisfactory on a function.

CARBIDE STRAIGHT PILOT PUNCHES FOR FIXING TO STRIPPER PLATES

—TiCN COATING—

PRODUCTS DATA

B=" P.1604

Catalog No. 0.1mm increments | 0.001mm increments AlylH - .
Type No. L min. P max. P price |(QUOtation
1.6 0.600 ~ 1.600 A) 2.6
(Tip Rtype)  (Tapered tip type) (Sharptipangletype) | 2.0]10.0 ~ 32.0] 1.000 ~ 2.000 |(10) 3
WSPT WTPT WAPT 5 1.500 ~ 2.500 | 15 35
3 2.000 ~3.000)20( 2 |5
—Lapping— 4 10.0 ~ 40.0 3.000 ~ 4.000 | 25 7
L—WSPT L—WTPT L—WAPT|5 | “[4.000~5.00030] 8
6 5.000 ~ 6.000 9
@ A(10) -» P<2.000 If P=2.000, A=10 cannot be selected.
@ Y(2) - If P=0.8, Y dimension is 0.8mm.
Catalog No. |—| L |— -
orter [P [ A =S
WAPT 6 25.0 P5.990 A30 RT0O—RO0
WTPT 6 — 20.0 — P5.00 v 3 Tapered tip and sharp b 4 Cnfle
(® [RT=0]only can b seecte: Can b use fortp R types ith P<8 and sharp tp angletyps. (Exceptapping) Alteration Code Tip R type Per ngle types - 1C0de
y can b slcte: Ca beuse o tapere tp types and shrp tp angle tyes. (Excep i Tip diameter
(® [R=0] only can be selected: Can be used for tapered tip types and sharp tip angle types. (Except lapping) g_ PKV |tolerance P+8‘005 o 40,002
( ‘, TP I=] change
ﬁ Days to Ship J I:S -” J-“ g Tlp tager(l)ength change
o 1<vc<P><2 83—0.3
[ e[ -] ke e Az,
Alterations WAPT6 — 20.0 — P00 — AC18 - 0. 1g1m mcrhement;,f
< S
Alteration [ Code | TipRiype | reainenesr=* " [{Code P<HC<H
Ri0 Tip Ris cut flat. = HC 0.1mm increments
[ Allowabl f ch b
= R +0‘3]/ RLC zéogfcirf;;?:;_cp/ﬂge = @ KC  [Addition of single key flat to head
i) 0 L 0.1mm increments =) N2 | WKC |Addition of double key flats in parallel
2] » ; =TC
S| _A ReE g 3 ﬂ: TC B orements. (1 commbined wath TKC- TKM,
- AC 1" increments — . TC 0.01mm increments can be selected.)
© @ Cannot be used for © jﬁ (® The full length remains as specified.
B L] tapered tip types. @ TKC Head thickness +0_3 = +0.02
= Tip diameter = tolerance change
@ PKC | tolerance P +g'005 = +g'003 TR | Ty |Meed fikness +o 3
change tolerance change = —0 02
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T w Catalog No Shape E&
e 0
yp [H] g p og
" - o
TP Rtype— [Rots S :
R R10 ¥
63 2 6
o » / RT (%) No
V30 (HIP) ogl 162
88~89HRA i - -
Surface | N WSPT —— = @ RT(3%) - Tip is rounded
3000HV 3192 o for safety.To keep the
< tos sharp tip (no rounding),
= Lo specify RT=0.
(® For the length of tip R, refer to the products data “Punch R length”. B\~ P.1592
(® Although the marks of processing may remain in the center of a Shank end face, it is satisfactory on a function.
—Tapered tip type— =
GID ; ;
" Re ,  R0I~03 v
0 (R=0 can be selected.)
V30(HIP) o~ —_—
88~89HRA °7 —t 3~6 |
| Surface H—WTPT = Gﬂo'k/ s P ]
' 3000HV 376 §° 0.800 ~ 1,999
. FHe® - - 2000~ |
< L o3 Yig.z
(® Although the marks of processing may remain in the center of a Shank end face, it is satisfactory on a function.
—Sharp tip angle type— -
GID ; ;
02 No.
g o VEE‘Jcizglg)ejze\ected] eSS
V30(HIP) o 2 ) ‘ 8~6
86~8HRA| L \WAPT i M =K @ RT() -» Tipis rounded
Surface A iSO'S/ RT(G:) s for safety.To keep the
3000HV. 3%9° g sharp tip (no rounding),
. F+° 05 o specify RT=0.
B L"
(® Although the marks of processing may remain in the center of a Shank end face, it is satisfactory on a function.
Catalog No. 0.1mm increments | 0.01mm increments aly!lH
Type No. min. P max. |P Price ’ Quotatio
1.6 1.00 ~ 1.60 1 2.6 —/
2.0 [10.0 ~ 32.0{ 1.00 ~2.00 |(10) 3
H—WSPT 20 (10
.5 1.50 ~2.50 |15 35
H—WTPT 3 200~3.00 |20 2 | 5
4 3.00 ~4.00 |25 7
— ——110.0 ~ 40.0
H—WAPT 5 4.00~5.00 |30 [, |8
6 5.00 ~ 6.00 9
® A(10) -» P<2.00 If P=2.00, A=10 cannot be selected.
@ If used with PKC alteration, P dimension can be selected in 0.001mm increments.
alalog No.
o -]
H—WAPT6 — 25.0 — P5.99 — A30
H—WSPT6 — 20.0 — P5.02 — RTO = = T T R UP [{ i
Alteration Code Tip R type Pere e s " |1Code
(® [RT=0] only can be selected: Can be used for tip R types with P<8 and sharp tip angle types. T diametel: VP oo angle ypes
(® [R=0] only can be selected: Can be used for tapered tip types and sharp tip angle types. PKV |tolrance change 0 => £0.005
. (® P dimension increment remains the same.
L 2 =
Qg vorswsin| Quotation = g gromn chenee
2 [ 1=YC=PX2.83—0.3
e Y YC 2Pt 85—03
. (23 [atalog No.]—[ L [~ P_|~[wat]|~[(R) [ ~[(RD)]~ (He-TG, ee) S YCJ’BFH L(LC) FYC=Lmax.+8
Alterations H—WAPT6 — 20.0 — P5.02 — AC18 = T 0.1mm increments
E Cannot be used for sharp|
) tip angle types.
_ = : [ 6L
T Tapered tip and sharp tip = 6L Tip roughness
Alteration Code Tip R type e 1Code 0 sc |change W W
R10 Tip R is cut flat. The base material is finished before the coating is applied.
—]ﬁ Allowable range of ®RT=0and R=0 cannot be selected.
2| — U | RLC |change <
= | RLC +8-3L 2<RLC<\P(10—P/d) AR He |P=HO<H
k=) — T I EETS _°=" D: 0.1mm increments
g AC Tip angle Change e @ KC  [Addition of single key flat to head
= 15° <AC=
= :\'é|> AC Pt 2 &= | WKC |Addition of double key flats in parallel
i Cannot be used ft
@ L t:prl)r;gd tﬁ)l{%es.o i _‘é’ TKC Head thickness 403 o +0.02
=< Tip diameter pH001 L +0005 g tolerance change 0 0
t PKC  |tolerance change 0 = Tk [Heat ticess T3 o 574
(® P dimension can be selected in 0.001mm increments. =< tolerance change *0 02




