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BURRING DIE UNITS
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BDU13 — 25 — V3.75 — P1.70 — LKC

Alteration

Code Spec. 1Code Alteration Code Spec.

BDU Ll LKC

L dimension tolerance change
+04 . +0.05
Lio2= o

Head thickness tolerance change

Bog T TKC 5+03 002

Atterations to full lengh

BDB L LKC

L dimension tolerance change
+04 _ +0.05
Lio2= o

V dimension tolerance change
V+g,01 ‘:>+8'005
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25 6 Di | FL | D2 |kgffmm [FL—Fmax] *d
0 7 25 16 |6.8 55
B 30 %21 ee | 11.0 | 56
@ Equivalent to SKD11 [ Equivalent to SKD11 %5 16 [86] %% [ 55
[ 60~63HRC [ 60~63HRC 16 =196 51 152 0] e
Catalog No. 0.01mm increments
D M B d th M, H d2 ds ds L - - M
Type D min. V max. min. P max.
26 | 25| 20 (Unity BDU 3.05~3.90 1.55~1.75 2.6
13 55 | 10 16 | 87 | 85| 6.3 13
3 3 2.5 @ BDIB 3.45~4.70 1.95~2.20 3
26 | 25| 20 @) BDB 25 3.05~3.90 1.55~1.75 2.6
- 25 | o4l 19 | 10 1107|105 79 (D®@) BDIS 16 30 3.45~4.70 1.95~2.20 3
3 | 31 ® BDW 4.15~6.20 2.45~2.75 4
5 3.7 @ BDM 5.75~17.80 2.85~3.30 5
[ CatalogNo. |—[ L |—[ v |- P ]
Order -
(unity BDU13 — 25 — V3.75 — P1.70
® BDIB13 — 25 — V3.75 — P1.70
@ BDB13 — 25 — V3.75
(@»3@) BDIS13 — 25 — V3.75 — P1.70
® BDW13 — 25
@ BDM13

P dimension tolerance change
P+g,01 E:>+8.005

BB PE@ | PKC
BDIS

|P Price
lFeatures 1. Punched scraps are pushed into the inner bushing and held there, for an effective scrap retention.
2. It also knocks out the burring part at the same time. (Refer to the spring constant for the knockout force.)
3. The unit construction makes mounting and machining easier.
4. Because each component can be purchased separately, the die can be used even when there is no space to install the outer bushing.
M Notes for use
oStroke Smax.=5mm
oNormal S=2~3mm
Y7/ ) )
e®However, use a stroke of S=3mm in the following cases.
(DSoft workpiece
Outer bushing— I, ) )
» (2Thick workpiece

eFunction of inner bushing chamfering

Inner bushing 6 chamfering prevents dents from being left on the formed surface during burring, and allows

H— ]
.HJ==\_J |

I_W LI punched scraps to be easily pushed into the inner bushing. Slightly larger chamfering is performed

for new units before delivery in order to provide a margin for assembly adjustment.

eSetting of P dimension for the inner bushing

The scrap which is generated varies depending on the machining conditions. Set

dimension P so that the performance of this function is optimized.

jB;Punched scrap

‘ ‘ ¢ Consider the maximum
diameter of the fracture surface.

oSpring for lifting the inner bushing
The spring is intended to lift the inner bushing. It is not be intended to absorb

shearing force. (Refer to the spring constant.)
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