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Station & Processing Range for Punch Hole Tools

RESRIAMIEE (Rtmm) 4k FE | BB
T i i 4& FrER S M BIABS Shape STD ABS
& 72 S [ 72 =57 ’
A1/2 0.8-12.7 242 7 0.8-12.7 <12.7 DE‘ ® ®
B 1-1/4 12.71-31.7 31.7 12.71-31.7 3.7
C 2 31.71-50.8 50.8 31.71-50.8 50.8 h
D 3-1/2 50.81-88.9 88.9 50.81-88.9 88.9 iﬁt@%‘ @ @
E 4-1/2 88.91-114.0 114.0 88.91-114.0 114.0
*KARESRERREANTIEETRBRESTETE.,
A
 RIEEEFEFERESHORTIHE S ZE
Correct Size Calculation Method to Guarantee Tool's Life
Q HiAen DO EZNRTA
\ FEHWSUS A=HR T2
#imsSPCC A= ETX1.5
" AL 1K
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Clearance Sellection

HEAREFEFSEE (W TER)

ﬁg HIEGARR 0.8 1 1.2-1.5 2 2.5 3 3.2-3.5 4 4.5 5 5.5 &
AL 0.15-0,2 |0, 20-0, 250, 25-0. 38| 0. 40-0. 50| 0. 50-0, 63[0, 60-0. 75]0. 64~0. 88]0. 80-1.00{0, $0-1, 13]1.00-1, 25/1. 10-1. 38[1. 20-1. 50

ﬁ%% {8148 0.15-0. 16]0. 15-0.20(0. 23-0. 30|0. 30-0. 40]0. 38-0. 50|0. 45-0. 60)0. 48-0. 70|0. 60-0. 80|0. 68-0. 90]0. 75-1.00|0. B3-1. 10]/0. 90-1, 20
FE4R |0, 20-0.25[0. 25-0. 30{0. 35-0. 45(0. 50-0. 60|0. 63-0. 75(0. 75-0. 90]0. BO-1. 05(1. 00-1.20(1. 13-1.15 / / /
iR 0.15 |[0.15-0.18/0.20-0. 30|0. 30-0. 35|0. 35-0. 45/0, 45-0, 54|0. 58-0. 43|0. 66-0. 75|0. 78-0, 85)0. 85-1. 00)0.95-1,10]1. 10-1.25

HH R E 48 0.15 0.15 |0.18-0.25|0.25-0.32|0.30-0.40{0. 40-0. 48]0. 50~0. 55|0. 58-0. 650, 48-0. 75|0. 75-0. 85|0. 80-0. 90|0. 88-1. 00
TEH 018 0.15-0.22|0.25-0. 33|0. 35-0. 45| 0. 50-0. 55|0. &0-0. 4&|0. 70-0. 77|0. BO-0. 90[0. 95-1. 10 / / ;
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ZErAHEFERFER (D TER)

CHEINGEAEEAERENS "B (AT IH #H7LE ST

LR (BEYYEE) HEERE (T) THEBE R (%bofT) THEBE (%ofT)

81 £ F0.098 (2.50) 15% 15%

25, 000ps i 0.098 (2.50) % 0.197 (5.00) 20% 15%

0. 172KN/NMM2 BEJ0.197 (5.00) 25% 20%

B4 {EF 0. 118 (3. 00) 20% 15%

50, 000psi 0. 118 (3. 00) 3 0. 237 (6. 00) 258 20%

(0. 344KN/MM2) &F0. 237 (6.00) 30% 20%

{£F0. 059 (1.50) 20% 15%

???U%E:fi 0.059 (1.50) Z 0. 110 (2. 8) 25% 20%

(D, BE TN /M) 0. 110 (2. 80) Fo. 157 (4. 00) 30% 20%

BT0.157 (4. 00) 35% 20%

[E B TR AR, R TORBR /N IR BRI90. 15mm, T k(BB R d A0S ERIE
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* BRRERFTA, MFRERTX, MILEDEE, FRREE, THEDLREMRER;
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* RRBERKEMRFARNEVIRER—EZ L, HUAB%, MEETIY, HRMRE, SR, BHE
B, MLEMWHES, THERF, MO7ELN, RASFHHK.
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Punching Pressure Calculation

MR it E R A B Chg o )
Peay=AXTXt 1000 2 Al 25
HiEE NS, 40
M (mm) TR 5. 5. 60
47 4% ¥ BF (kg/mm’)
#4718 # (mm)
47 h(Ton)

* HAYIMIRE Z3mm, —EBHRAEN R ERSTBEHAKNBELRD (WA ,
ETBORAMLBRAWMEND (MEADME) ;

* MRBHEAEHSAERAFEMME, ReARXTALTNOBKEN, HERATHR
FREFEHRR, SNSHARAATFEMOIR, FERHIRA A KRR
UHRARGENYIENAER el AmES (5EGHFEERERBD .

+. BRER S KMEMAL A sTahms)

Max Pressure Tonnage of Staion A & B

Tt 38 9 B4R h HRitE A Sk SRR Ak SRR B ) EE

SPCC 3.2t: ®11. 5mm

SUS 2.0t: @11. S5mm

SPCC 6. 0t: ®21mm
SUS 3. 2t: ®28mm

AL 172" 528 kg & Ton 4.5 Ton

BIL{if 1-1/4" 1050 kg 17 Ton 16 Ton
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Max Processable hole size of Station Aand B
" AT (1/2") &g AT (1/2°) S®% BLfE (1/27) #f BIfir (1-1/4") 5K
(mm) HMWsPCC | AHWESUs | EHilWSPCC | AHEWSUS | FHi@MSPCC FEEEsUS | HimEASPCC | A HASUS
1.0 ©12.7 ®12.7 ®12.7 ®12.7 ®31.7 ®31.7 ®30.0 ©30.0
2.0 ®i2.7 ®12.7 o12. 7 ®11. 5 ©31.7 ©31.7 ®30.0 @©30.0
3.0 ®12.7 10,5 @12. 0 8.0 @31, 7 ©30.0 ®30.0 D28 0
4.0 ®11.5 ©31.7 ®22.5 ®30.0 ®25.0
@27.0 18. 0 @255 @17.0
®23.0 ©15. 0 ®©21.0 ®©14. 0
AT i A e 4R B3, Bmm.
EtipFLE  BXEFNIIE  BERA—SHRREMSATRER BT,
. MTEAMTFESE, NTIEREAMATRE F2. MTEMMIT S, MITIERAFBTA
HAMp, BiffEMBIMER. WA, BfERCIVER.
#E 1R % (mm) FLE (mm) R 3 (mm) FL1F (mm)
" 6.0 8.2-12.7 Bt 6.0 22,.9-39.7
4.5 11.0-12. 7 4.5 30. 6-31.7
T 4R sokg/mm’ 4.0 B.2-12.7 T 54 sokg/mm’ 4.0 22.9-31.7
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4, R ERSEE—LHH, TRAREEZ MM TRETCRENE, EFNTEE IRSERRRSERBNERE.
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R T{RAEE AT = &N

* AR
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2. SAMEARR, ARGk, S8, THENSELRE, BT LEBAR, XHRERITERS RIFONEELE.




Rate

REEKFEARIERE TOOLING TECHNICAL GUIDE

3. ERSIEREMN, FHRASE, TMO. MASSEMEME. THEF, ER2ZHH.
FEHREAMIANAEEmE, AHLWE. HRNRFTHSLTENAR, 8T,

4, HTEHEEREOHE, MINKERBLRARLMSEZE, =%i5HE, FERLFRESEASHRT, X
MERTREEHFRR, EELH, EWSHIMRARS.

* EERHE (TE)
1. ERAHE (718 HEEY.: ZHNWE (78 EARPILAE —BMFRIE, EHTEER
BFANERSHANERSTMARRESIENERSFS, ELESEERN T ERE.
2. HARETENREBE: HTHERNTE, BE—1TmBITHAEKHERTRETE.
FERATFIONEHEE, TEHUT=ZTERRKRE: [:::::]

MEENOMmER, MREEAEFIERR. 158K
MEETIE(RE), WMATE, JIOEmEE

ﬂ:’i‘FG. 1 Smmfi B £ 70 I
()_REAHILER, ETERANERN=S£ (A
[ 30 (@A)
T E -
- nom
ESXIDN

= EJLEAEMIR K.
() 3T/ (E 4%) R D

Tataarl, HMAMIE |

Wi
WiZm
ERX

(AP NFHENRERAGESHEIE. NAF-—FRADEFNRERS, RADLSEHT, BREIE.
E: NOMSBERKNOSHERE, BEEERIE.

HHEE (71EE) Mk

1. BAMTIESZMAZ, AIRATHEEAMEN, HrEFEmERLESED. HiF
BEahiE B EN2BHISRARMR, TERHARFHASE.

« FEFHSTIESMBEAET] OTUERLR, BESRIERAMTLLHAKEGEE.
 EMTIESA, HILARERMEEALRSEE. BREMNTOMIGFRE, FHEK.
 EETIEMN. SAWE (7B REZETENEE:

iR EEET R, EREFH;

IR — AL, FERL. RUEE, ANWA4SKY;

SRRESIE (278 FREEiT0. 018K, BB T ASEMREREE TR, HYETEALE, HATHR, XXBEERMNES.
TIER R A S AR

EHIE RPN T REE =R, FAEANTEERWELERR,
ERANTIERRE—EN, MBIEBNZMME, Pl ERE. WRBEER, S5EMR
BWAMENRE, S8k,

4.7, NERR, hENERMMALIE, Lo iaRg.

4.8, NExTR, EFETSH. BE. .

i ERTERMZPEATARENRAERFERNERS (59 ) .

A AR R A RO

Lo & ¢ [ - S L T S



T=, EEERERFGHXRE

B5 ABSS EIIhAE
IR R R FREEFEA, REXR AR, cOEZIFAHEA
(RE52H) LIES T

BitlEAR
SEMNER THRFEEREEFERENT, SSAMNORA
HBAVMBREREE Mk FHOE BB ERE, THEEEN
&1 T e PRt A, AW R TS R R ) PR
HAFEROHAE FHERELED RFEATIONEH
B MIEmER FHREREENS, AEMLENES
ENRESENE EENFEHS Y, RESEMERTR. BEILEX)
7] Orf 401 TOEERN ITA RS R &G
RIENATEMY EETUE. BREahE

Rate B & iH i #ll

+0, BEERPEREERBRG R

(8BFLEIA ) K&

HREERDE WA BRI
PRSI JRE BRTTIE
B mA TR
ETRET P R PR MR T, FIF WAL Ak,
T REASSIA 46 EMIRA (A B ERAAR
REEIR™E HAmL ARRE BAMBHNGR; SEBAE; BbA.
T R Bk EIERASHRENTE, FEERESDRBEEC-I R
MRS URERANBA Baoh- 608, koL B SR DA
SEANTRCREAORASOR wigionnASaah SN FEGENE.
1 B A T LB
o i NO%E MM E ERARRE, BH)OREEER.
RABRERT)  inmw BT
AR TR HE R
FREN RAMEDTREM:; TIEEMAEOEH R T RS,
AR 3R 1 99 B R T AR
NSl MMANRRE RRONEH; RMH0
BN WA TFRER
! Sk R RRT 71
IR L ERBRLEEEERRR
SR BMERRAAAA MERED Ak ERE
- RANNTRS RAHTAL, RAGRBA, EMTIRM WA
BHAREORY | wxmnre % R EBE KR
B0 MMTRER. REAR. BMER D
ERERBATES R0 5 T O SRR
% = ™
PN BREIHSERRBANIRAN spamessa. R0IART. SR
UL R 53 11 Tk
- ,  |PRBEREBBELE, K EWEX REABEREX
LIRSULETR e R E WATIOR TR ERE AL — 1 TRAE
CDET s BRBLBENSK, WAKE | B0 /e HETF

BIEKETS, BUKSEETSE

E2 €k

Hi B AR R A B 0K B 45 OF 1€ BEAO R R AR




P&l EiLiEEZ5EE THICK TURRET TOOLING INDEX

(13

Rate

TPRATELES

Rate Rate

ﬁ‘i’ﬁ‘

ROOHRIBITHKAS RB0ITHLAH REXIRIFITHLES

[

0= ------ -

Rate

il

—_ —
—
18l —
TPRMKMEE RO R8O 31 5k 853k
: el |
| e et
i | | | |
— — —
TPEXERSE R80SE RIOFHASE 85HiSE 855E
| | :_ J |
| | = _:_ = |
| | |
| i RODIE f 45 i
|
| e ESE S S e e et ———— e J
|
|
ETE

85T kAt BREMRUBHT LB S

85 sk B sk
|
|
|
— AT
855G E S
I |
! |
|
| pr——
| E%Fﬁﬁ
|
v e ot i
TR



]
[ -
] . u
=== ) e
Rate I?;!te' ,R‘Eﬂ:e R;_l_t& Fe.‘ate !
— = — ==

ROOIRIEFTHRELAS  RBOFTTLLBMF REX#RAITHLES 85THLBAH BEEIRIBITEHELEAS
: : P =t :
| | bt 7 el e A
I | I I :
| 1 1
I |
' |
| |
I |
| |
I
i |
: |
—
—
o
R90h =L R8O sk 8 54T otk s 3L 855 sk i RE L
| | | ; ;
b ] S | :
I I | I I
I I I i I
 Pe— ( ) [ ] —1 | (@)D |
= = = = = -
ROOFH A B B5HMASE 855 % 855 MEE s E
| I I I |
e SRR e J | : |
——— | | —_—
RO0 i K445 | : AR R
TR e E S e
I I
| |
FrE TR SW TR



P&l EiLiEEZ5EE THICK TURRET TOOLING INDEX

{
Rate Rate Rate
RATE PRECISION TOOLING RATE PRECISION TOOLING RATE PRECISION TOOLING|

ROOIRIBASEEHS 8SEEE S EHS B5= RIS R A A
' |
! |

s iy )
| | |
| | |

I 1

=
— —%— |

et bt

R9 0 =L B5%E (k= h kL 854tk sk 855w (ki sk 855 Mt & =0 h 3k
1 | | 1
: | | | |
| I | | |
| | | | |
| P e e T e e e e e e e d
!
|
|
|
——— ye———————;
RS 0iR ¥ 4R 85iE B 18
| [
| |
| |
| |
| |
s e e R =1
|
|
|
|
ETIE

15



Rate Rate Rate Rate
RATE PRECISION TOOLING RATE PRECISION TOOLING RATE PRECISION TOOLING RATE PRECISION TOOLING
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Rate K. I TH Tool's Manage Products

QSR 5 K &

Quick Separate Clamp

AT HQSRIFRHRIERER

{f£m (Advantages)
1. EEATIREMEATIEYE.

Improve efficiency of disassembling tooling.
2. BTSN,

Lower the labor strength.

3. BURIRED 05, OMIBRRIE, EB5{ERIENIER.
Quickly disassemble QS, QM stripper.

4. BRERENIERASE. {THXEE.
Separate guide and punch head easily. @\Q

BL U AQSRFRIHFEIETER

Sheet Separator

SR, BT
IR, T
FRBRAOEREEAES, BRMASEDBIEMEFERE, AmaLUSEM RS S8 .

To produce vacuum by rubber deformation, steel plate will be sucked by atmospheric
pressure, then we can separate plates easily.



BIERATEE (1450

Tooling Storage Cabinet

RATHRASREINEE, L. BH. BEX, RREREEHRE!
EEiERIEnRER 178

¥B— =\ ZEAH63’ATLI;

#M, AEAMIZEBT A,

#75. CEMMC, 0, EL(EA, H163F,

LH|S: Z1L201420839866.7

it dd i wbE

ininiminrddd b dh b e d i ah

ESEp B BB BB ERGR 'l'.'l

Bl o P52, PHEE. BAHE , AEIECOEEERE. B 3R, /G
HH : RYRRE—B TR BEIEEISERE , B TENE;

BE BT FBES, BT, BRS5E; FEESHWEL,

REET - BETHRKOEN  REEAPSEBEEN  BRXHRESF | BLIER™mEL
P A2 TR fm .



Rate E HTH Tool's Manage Products

MERAELE

Bending Tooling Storage Cabinet

Zil: BALEIERRTE. FE. #ii;
HHT: FRR—B TR, ®ESERE, BENE;
BE: TBEX, BHES, TRAE.

B & iH #

Auto Demagnetizer

Rate B ZhiH i B shiHFR R B X m E R
BRI, HBRSEAYE R E R,
By b S ) B A

Rate Auto Demagnetizer, can be used

to eliminate the magnetic of tooling after
grinding by surface grinder, also can be
used to eliminate the magnetic of tooling
which after high speed punching, to
prevent strip material while CNC punching.

FERAIET RIRE, H6E:
F— T\ ZBAMTZ LR/ E;
FM, B, AEATHIXTE/E
REIEFE: £9103Ke




Tooling Ass’y and Disass'y Tool & Wrench

RRf=S
= ———

ABLU R EHF

AT (L3R sR i BT A CTiLffF TR

ATfERC BRI R 3 A BT B R RN

B ok B AR R 3R WEDT B E TR

AA :

1. ZHERFRARERERE, BARe, MahiRR, 5. 85;

2. BCEMBRENREIREETATIAL, FRERE. REMRRIRSTIRENT{I;

3. EAMARE (K&FE) RREA, FRHCA\B\C\DIT{, TEEIREIETLIERA;
4, MELEEHEE GEFE) RARE, AILUFEHB\D T ERRERR .

DLt

. . "

. i) I u .. . m

¥ e, ", .
BRERESRERF
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T3 8E & IR B THICK TURRET ENERGY-EFFICIENT SYSTEM

1/2" Staion

iTMJiBB(Order Instruction)

M5 1EH4] VARBEITE SRR + ST E + TipHst + ESE «+ IE T
M5 165 crew Standard Punch Head Assembly+Fission Punch Tip
LT-&‘,IL - Sleeve+Tip Punch +Standard Guide+Standrad Die

2.Hf¥1€&:}<_§#§h—-?&;¢ﬂ= +2RERE +£8E
Standard Punch Head Assembly+Standard Punch+
Fully Guide+Fully Guide Stripper+Standard Die

TN
Linedr Spring

x 5
¥ é 3. E 26, Ommik P B Sk 1 7] (3 A R ah R A .
" L5 i Round Punch can use fungible Tip punch structure
‘Eﬂ Spfing Retainer ’g_ if its diameter less than 6.0mm.
= e |
4 L 4. AHANAPLEHTFEERATREEEAS.
2 = = The open guide assembly is not fit to the Tip punch
= 6 &
Punch i";:_n Haldar & structure.
s 2 H e 5. TIPMG AR THMHEEME,
5 E A ITMI0 1 O AL R
M10°10 Screw L g a TIP punch sell as whole box, please order a whole box.
2 unch Guide Pin
R >
Shank $
2
-
m
=
T Punch
[ i‘ ] O R
] r O Ring
_.l SR FL TET
Standard Guide Fully Guide
I ! EF SEma |
: £FS: ZL 2012 2 0151129. 9 :
& 9 15 38 & 4
i Eu:ﬁ:jﬁ)’;u}e&sh-opel

ERF ©2-06mm HEMTLE EAF ©2-04mm FEEEIN T
®1-@3. 17mm SEphiiE

mERYVIRE, |, B2, Omm;
TP . 5mm.

The max. thickness is 2. Omm mild steel,
and Al.; 1.5mm stainless steel.

st HARRE A REH|

3B 4 2 | B ik | EE(ABS) | @&
- Description Round Price | Round(ABS) | Price
’ PunchAssembly | TEA200 | TEA201
_':'“" _??S?ﬁch TEA310 | | TEA310
5 %!"' i;_.‘- EﬁirﬁGuide TSAG00 TAAGDD
- e —— Hlfh%faﬂﬁsmw: TEA370 | TEA380




1TH3i5BB(Order Instruction)

1. REXITHAS + fRisk + IRHERE + IFHETH
REX Punch Head Assembly+Standard Punch+Standrad
Guide+5Standard Die

2 REXITHIAESE + SWOhk + SHTFE+ SWTH
REX Punch Head Assembly+ABS Punch+ABS Guide+ABS Die

3. REX#Tdrskig AW 0 10mm, S5 h s 9 1MMET.
Ak ELl L.
The max adjustment of REX punch head is 10mm,
when the thickness of sheet is 1mm,longer punch's life
more than 3 times.

4 REXITELFES BT Tipahstapa s,

REX punch head is not fit to Tip Punch Assembly.

@ REXANEITHAAETRIUMI IS, FiEmIE
EMEHRA, HHTREELERMTERMAE.
(1RIARhARAF AIHEFF R FAIREXHRR)

@ FERAREXITHKESRE, MLTIOREMASER
0. 5mmBlA], #H{EE. HEEERWE, TET{ES®R
#, B F—FminFaiRg. 5.

@ HOSRYOPEHIHERER (EM/AC/AENE, §E
U EREER) . REXEETLUERLEERE
RIFHABE—H, AEPESETIEE, MET
BRGE—EEEA, BEsEmENRSESY.

AN % e | BE prees
Description Round Price | Shape Price
LHEEE
PunchAssemuly | 1 EA202 TEA203
PR T
‘Standard Die TSA410 TSA411
ST H
ABS Die TAA410 TAA411
TSg0"
FEFE
Standard Guide TSAB00
VN80T
T&A5§01
ShFE i
ABS Guide TAABOO S
0 el 1RO T2T0"
REXfTHEME
REXPunch fient Assemtly | | 01O

b8 S L
Ajguibssy DEOH UIURG K3Y

REX 1/2" Staion (Within 12.7mm Diameter)

1T it S iTMa =186

M4*"1E Scraw = m .-
m m |
oo |
o
&5 |
& 8 |
i x
#E
& |
£ |
5|
A
Standard Punch
 mRBma A
Punch Guide Key ABS Punch
HERE
ABS Guide
[ ]
EERR T ®
Standard Guide ABS Die

HERTH®
Standard Die

mESARE, HmENR3. Smm.
The max. thickness is 3. Bmm mild steel.

AT IREXIRIFIRE @E#&12.7UM)

AuBEsy Udung thE b




R B THICK TURRET ENERGY-EFFICIENT SYSTEM

BLREXRIFEE @E&Z31.7Um)
REX 1-1/4" Staion (Within 31.7mm Diameter)

§7 5 5 BATME 16 ReRedh
ME*16 Screw | 31

S &)

[

|&

‘ E
|
iH

J B

w &
& 3
o
| =
b o :E
Standard Punch 3
i 5k =
Punch AB S Gk |=
ABS Punch
BEDELISE ABSH T
Open t:ﬁma ABS Guide
A T e
Punch Guide Key
_GARE
AR Standard Guide
Stripper Plale P b '
FHEESEN
%FS: ZL 2012 2 0151129. 9
(
L FAET W FATH A TH
[' Standard Dia Standard Dia ABS Dis
¥ = A a
REXIRIFIT LA S AT M IT
|EREEE R [11E ] | e | B | firig
jResciption | _Round | Price | Shape | Price |
| Eigs | : |
| Punch Assembly TEBZ200 TEB201 .
| BR AL TS 4R
jStandard Dly TS84T 4 - i |
| LT | | 1
\.nsé‘ Die . TAB410 . - TAB4'DD___
HlsELETE TEE';?'U# |
| TRERIERAL . —
'Op,:n Standard TEGE03 TEBB0O5
| /B0 110 TZTO
| Standard Guide TSBE0D Tsasuz |
| oed B0 TR0
| ABS Guide TABEOO "TAB60Z |
;I'I'."i'ﬂ-'l!l]'l".‘?ﬂ'
HEHE | F |
| Stripper Plate T9BS10 | | T9B5T1 |
|REX §T&H%HE TEB700 | |

| REX Punch Head Acsembly



CITHRITIB B S Hk14.85L (L<50)]
2” Station [14.8+L (L<50) ]

REERR: 5X50, 6X50

##2S: 7L 2009 2 03088.9

AL E
Fission Punch Retainer

AR B W 15
Description Shape Price
gmﬂiﬁﬁﬁéﬁﬁs}lanuaw TSC312
BUSSEEOEL | Tacaas
gﬁéﬂﬁu Eﬁﬁaﬁglﬁm Insari T3C321

D TNJTIRNEEREE 148+ (L<85)]
3-1/2” Station [14.8+L (L<85)]

¥ERETERT: 5X80, 6X80. 10X80

A=10 B=85

EF| 5. ZL 2009 2 03088, 9
#FS: ZL 2009 2 0302975. 4

AL LE
Fission Punch
Ratainar
B4 AR L3 s
Description Shape Price
o4 7 e Sk BE (45 )
s Fission Punch Retainer|Standard TSD300
=LA
d ik B (S 0%
SHping: Indert FissiﬂnﬂPﬁlfhe Retainerjags) | 1AD300
ST R
%E%ﬁﬂ Standard Slitling Insert TSD321
Dig Slitting In o U T A
: i Fission Die Ratainer TSD432
ﬁ'ﬁilﬁl
FHE SEREETEDR
;I::ilun Punch Die Slitting Insert S04
atainer

E THTIFRAEASER [14.84L (L<110)]
4-1/2” Station [14.8«L (L<110) ]

FREERRT: 5X110, 6X110

¥ S: ZL 2009 2 03088, 9
L= ZL 2009 2 0302975. 4

Die Slitting Insert

SR ALE

Fizalon Punch

Rptainer
B4 & En R it
Description Shape Price
i 4 3, 3k B (47 )

SRR T Fission Punch Ratainer{Standard} TSE300

Shitting Insert aﬁmﬁpﬁ’gﬁ %E&;ﬁﬂs# TAE300

Xk

Dia Shitting Insart =

a:ti!ng o Fission Die Retainer TSE432

Tl

Fission Die Retaines At R R TSE431




H THICKTURRET SHEET SAVER TOOLING SYSTEM

DI {iL (&7 88.9LLMA)
3-1/2" Staion (Within 88.9mm Diameter)

{fir : (Advantages)
1THERM, BREEFAER, NATFEMEILER &S AT H50mmit .

Save sheet, increase its availability, can save 50 mm sheetin maximum.
2EARSEERBRIENARH AT, BEBFREOEER.

Decrease clamps' damage probability, guide can punch even closed to the clamps.
SHRSERBEILFIEVHAMAEM THFAARE.

Guide can avoid to formed shapes which are nearby the cutting edge.
AFR/TEILRE . ERANRILRATERRYR, RERFILREER, THAFEREVARERE,

BRBAITHRRHM, BARMENER!
We have single side and double sides type sheet saver tooling. Double sides type can avoid

wrong assemble, no need to concern assembly direction, avoid collapsing the clamps, and
improving efficiency.

| Description |_Shape Price_|
| Sethssambly | tsowz | |
| Pumedsany | TSD202 | ‘
| e | TsD320 | |
| Solasnootavernie | TSO421 | _!
| B supper | TSDSM| |
| BESRES | TsD601 | \

Sheet Saver Guide Assembly



EL{fL (E&114.3 URK)

4-1/2" Staion (Within 114.3mm Diameter)

-

:
|

-

“§ rgl

{fira : (Advantages)
1 &M, ESEFRE, NAARERELLERR®RZ AT E50mmet .
Save sheet, increase its availability, can save 50 mm sheet in maximum.
2HEESERBRILNKLIAY, BRERAREARR.
Decrease clamps' damage probability, guide can punch even closed to the clamps.
SHASEMRBEILFEVLMA M THFrRE.
Guide can avoid to formed shapes which are nearby the cutting edge.
4AFE/HILRA. EANHILIRRAFATERRYR, FEREIZERR, THRERERTIARESE,
B AR BITHIR R, RABRIFUR!
We have single side and double sides type sheet saver tooling. Double sides type can avoid
wrong assemble, no need to concern assembly direction, avoid collapsing the clamps, and
improving efficiency.

gﬁeﬁcﬁﬁo n ? hfpe f;',';f,e
g;ﬁ?sgmhly TSE102
i?cghﬂnas:sammy TSE202
gﬂﬁmﬂﬁaﬁmﬁunm TSE320
Soils Sheat Saver Die TSE421
gieﬂaﬁ’;uﬁr Stripper TSES11
g&?ﬁfﬁeﬁrﬁuids Assembly TSEG01




® 4+
Rate BiiEE2 SR &A5RE THICKTURRET FULLY GUIDED SYSTEM

AT EE12.7UA)

1/2" Staion (Within 12.7mm Diameter)

IhAESLER (Function Description)
VAEERRA N TR, FUNEER, #Mmehk o] Ei.

Spring retainer adopt two sides taper design, both sides Bt & FL
B . Description
can be used, extended grinding capacity of the punch. } - iﬁh
2ZRETETIOS W Mmemm, MEEREIEE, TSN, Set Assembly
Increased the die culting edge thickness in 2mm, strength LA
= 2 ! ! 8 Punch Assembly
increased in punching thickness sheet, extended grinding | -
y ik
capacity . Standard Punch
3. TRETRTIONE, PLERER. B ERmEE. E;E;l;:gnia
EAFEMRT=6mm, & ERO. 15mm. Fully Stripper
No slug die design as cutting edge concave emboss, eliminate | ZFEE RS
slug pulling, jumping materials and floating. Suitable for size than Fully Guide

or equal to Gmm, and min die clearance should larger than 0.15mm. E i

4. BEREEHER, RGLE, w3 EEETL AR,
EHhE BRI ER G,
Guide self-lubricating design, graphite processing, to reduce the
abrasion of punch turret hole, to increase the service life of punch
and tools.

I EREEEBEIMm. susEEBEZmmE, kR,
A AT ERRIm, BRI RTEEN.

iEFEE (Application)
1. hHaFE R .
Use to cut edge or nibbling cuting.
2 REREEENFLAER.
Use to cut closed pitch holes.
3 LEMEE RS TR A .
Use to cut the holes which size is smaller than material thickness.
4. 3 R SR AL flEEE TSI EL (R, ERAERE:
ath: 0.5:1; B4R 0.75:1; TSR 1:1;
BLE 2 38 R A i/ M A -
Please use fully guided tools, if the scale between hole size and material thickness as following:
AL: 0.5:1;M.5.: 0.75:1;5.5.: 1:1.

The above scale is the min. size of fully guided punch.

(¢

/NS]

| ER
Round

FE P RFSEO. 05mm, [A itk 1% B (8] g oh /0

L IRNT

7 )\ [B) BE0. 12mm.

| rig
| Price

TQA100

| Taazo0 |

TSA310

TSA410 |

TQAS10

TQAB00

e ER YR, BHEIiR3. 8mm.
The max. thickness is 3. 8mm mild steel.

FR:

Shape

TQA101
TQAZ01
TSA300

TSA411

TQASN

| TQABO1

080

i 4

Price




| ]
[ |
BT {x &E#& :
M (BEER31.7LLA)
1-1/4" Staion (Within 31.7mm Diameter)
ThEEIRER (Function Description) BHEEH = 5 HHG -3 fir s
1 EER R W AR, TNEEE, Mk TR, it:t:::mn Round | Price | Shape | price
Spring retainer adopt two sides taper design, both sides Set Assembly TQB100 TQB101
can be used, extended grinding capacity of the punch. FHiES
I " .g y Pu‘t\!chhssernbly TQB200 TaB201
ZATHETHRIOL Eigmzmm, HERBEES, 71EREN. -
Increased the die cutting edge thickness in 2mm, strength ?f,ﬁﬁfﬁmh TSB310 TSB30O
increased i hing thick heet, extended grindi ity . Ak T
i ||jp:.1nc ing thickness sheet, extended grinding capacity E;E;[;gme TSE410 TSB411
IWMEETEGHATIOLE, HEEER®. B, .
Egek. EAFRART=6mm, ®AEBO 15mm. Mnans | Taesto TQBS511
Mo slug die design as cutting edge concave emboss, eliminate slug pulling, Fully Guide TQBE01
jumping materials and floating. Suitable for size than or equal te 6mm, EFEFE it oIl

and min die clearance should larger than 0.15mm.
4. 5 BEET, ARELE, B/ EGETLN
EiR, TXHEBRANEASS.
Guide self-lubricating design, graphite processing, to reduce
the abrasion of punch turret hole, to increase the service life
of punch and tools.
SHLTIONEMTIHRETMERNNEHMN. THRTRA.
Punch surface can be produced as rooftop or whisper type,
please inform when you order,
6RMifAER BEMHES.
Rooftop angle is 2°; Whisper angle is 5°.

Y hiRiNEEEEE I mm, susEEEIEZmmET | hELE#E, P
d/ATERBAm , BEHRTHILETSE N,
iEATEE (Application)

(RSB ki R
Use to cut edge or nibbling cuting.

ZEHETEAEMILNER.
Use to cut closed pitch holes.

S AR EEEEMFLAER.

Use to cut the holes which size is smaller than material thickness.

4. HhALRTSHEEAEAEETRHEN, HERAESE:
B4R 0.5:1; BRPW: 0.75:1; FEHEIER: 1:1;
ElERA S EER S .

Please use fully guided tools, if the scale between hole size and material thickness as following:
Al:0.5:1;M.8.:0.75:1;5.5.: 1:1.
The above scale is the min. size of fully guided punch.

|
L L
¥




] -
Rate ¥ I5 [2) % 5145 & THICK TURRET FULLY GUIDED SYSTEM

CIL{I (E#&50.8M)

2" Staion (Within 50.8mm Diameter)

51

iEAEHE (Application)

1. URAF0AER .
Use to cut edge or nibbling cuting.

2 AAREEENILAER.
Use to cut closed pitch holes.

3 LR R E AT A,
Use to cut the holes which size is smaller than material thickness.

4. WiFLRST SRR FHER TR, eSS
Eﬁ: Q. 5.‘1; E&ﬁﬁ: 0. ?5:1; a:ﬁﬂﬁ: 1 :1;
A b it A R A N I
Please use fully guided toals, if the scale batween hole size and material
thickness as following:
AL 0OSAIMS 07515511,
The above scale is the min. size of fully guided punch.

i

. . Farni i_l
(-

IhiEiseA (Function Description)

1 Eh R, SR,
Punch is designed with oil groove, to reduce the wearing of the guide.

2TEMEEN R, DORBEBEEF, ERESNE.
Inner side of die is designed as circular arc, load bearing strength of
the blade better , increase the service life.

I WA TR ATIONE, PR, £F.
Mo Slug die design as cutting edge concave emboss, eliminate slug
pulling and floating.

4. FEETMEOR DM, DRE0E, ShrhESETLMER.
Guide surface with lubrication groove design, graphite processing
to reduce the wearing of the machine's turret holes.

5. @A EES Omm (REE S PLUER, HERTESE) .
Shims’ max thickness is 3.0mm. Meed more punch grinding,
please choose adjustable guide.

. pLTIOMEBMIREMHRMAN A MR, THRRIRA.
Punch surface can be produced as rooflop or whisper type,
please inform when you order,

TR 20 B ST,
Rooftop angle is 2°: Whisper angle is 5°.

[merEm | me | w@w | #% | #hiE |
Deseription | Round | Price | Shape | Price |
%RIAE ' ' '
SutAscamby | T@c100 | | TQc101 | |
| Fmma ' i ‘
!punchﬁssemw | Tac200 | Tac201
WA | '

S!and:rd Punch Tsc310 TSC311 | __I
o T ' ‘ ’ i |
Bonsadpis: | THO410 | | TSR41T }ARER
i F i [

StripperPlate | TQC510 | Tsas1 |

= =

= 4 !
FESERE |
I Standard Guide Assembly | TQCceoo | |

f




DI (E4288.95LM)

3-1/2" Staion (Within 88.9mm Diameter)

! 89.41 |

iEFIER (Application)

1. UnLnEEAPE A .
Use to cut edge or nibbling cuting.

2. RERSEIENMTLAER .
Use to cut closed pitch holes.

3 HEHNEEEENTLAEA.
Use to cut the holes which size is smaller than material thickness.

4. LR SIEEMEEBIEGE T ML R, iR 5m:
$Bi: 0.5:1; BIRIE: 0.75:1; THRME: 1:1;
EL_E it 5 M iR MR .
Please use fully guided tools, if the scale between hole size and material
thickness as following:
AL:0.5:1M.5.00.75:1,5.5.: 111,
The above scale is the min. size of fully guided punch.

IfEiBA (Function Description)

1. S EEER, e B,
Punch is designed with oil groove, to reduce the wearing of the guide.

2. MEAmERT, JIOASGREEE, ERFEGINK.
Inner side of die is designed as circular arc, load bearing strength of the
blade better , increase the service life.

3 PR TR ATIONE, PEEREE, BiF.
No Slug die design as cutting edge concave emboss, eliminate slug
pulling and floating,

4. SERmERHEETT ABNIE, IR TR,
Guide surface with lubrication groove design, graphite processing
to reduce the wearing of the machine’s turret holes.

5 KHBREEED Omm (EEESASLHIEE, HEATESE .
Shims’ max thickness is 3.0mm. Need more punch grinding, please
choose adjustable guide.

6. LTI O EN TR R @R, TR,
Punch surface can be produced as rooftop or whisper type,
please inform when you order.

7. BInfER2; B AES".
Rooftop angle is 2°: Whisper angle is 5°.

BBHEE R R i s BR firig
Description Round Price | Shape Price
g&ﬁg&?mhw TQD100 TQD101
ﬁjﬁiﬁgsembly TQp200 TQD201

Sandas Pann | TSD310 TSD311

E andari Dis TSD410 TSD411

gﬂﬁr Plate TQD510 TQaDs M

HESHES
Standard Guide Assambly | 1 20600




Rate

BAL585Fr E R FIRE  THICK TURRET 85 STANDARD SYSTEM

AT @E®12.7URA)

Afwassy |BS T in

HIZ KRG EO0. 05mm, [H itk 45 B (8] b oA 20
RT0. 1mm-$ﬁﬁfﬂ’}.}ﬁ al & /)7 [B) P50, 12mm.

1/2" Staion (Within 12.7mm Diameter)

fgquassy yaung sbE&EHbE 200.5

mERERE

= |

b b b
'L

o

-

T i AR ATMS* 18
M5 16 Scraw

TS
Punch Head

b
Spring

5
Spring Retainer
O RN
2 Ring

A
Standard Punch

AFEBmi
Punch Guide Kay

R E R R
Standard Guide

T
Standard Die

TFHERHN
Die Dowel Pin

, BRiNAR3. Bmm.

The max. thickness is 3. 8mm mild steel.

25.4

G L0Z

INfEIRER (Function Description)

1R Rm AR, TeINmER, BmirE.
Spring retainer adopt lwo sides taper design, both sides
can be used, extended grinding capacity of the punch.

2 ETERTIO8 BEmM2mm, EEEEES, TEREN.
Increased the die cutting edge thickness in 2mm, strength
increased in punching thickness sheet, extended grinding capacity .

3. PR RO I OO, BRICEERIRGE, BERl, DIRANME.
BT R =6mm, @& ERH. 15mm.
Mo slug die design as cutting edge concave emboss, eliminate
slug pulling, jumping materials and floating. Suitable for size than
or equal to Bmm, and min die clearance should larger than 0.15mm.

4. SESHEBHEET, SRR, RS ETLAER, R E IR R,
Guide self-lubricating design, graphite processing, to reduce the
abrasion of punch turret hole, to increase the service life of punch and tools.

M SRR IR 3mm, sus[RERT 2mmit, k.
ki A TIERREAmm, B ERTAFLRT 2.

Bt & R Tm w | B 0
 Description | Round | Price | Shape | Price
Sithesemoyy | TSA100 TSA101
LAEs | TSA200 TSA201
ot burch TSA310 TSA300
Egﬁn;l;gnie TSA410 TSA411

TSAB01

| 079071807270




BT (BH”Z31.7URA)

1-1/4" Staion (Within 31.7mm Diameter)

Tk S iTME*25
ME*255craw

1T &
Punch Head

o
Spring

L
Spring Retainar

ORE
O Ring

5102

LoF
Standard Punch

LAkt £
Standard Guide

Ll do) |
Punch Guida Kay

HFATHR
Standard Dig

TG
Dig Dowal Pin

-'i's-nu:anv_ yaung BTESr 209__5"

AQWessy 15 O @ s

THEEREE (Function Description)

1 AESER MM G, ATLAMMmER, Hhinshsk TR .
Spring retainer adopt two sides taper design, both sides
can be used, extended grinding capacity of the punch.

2 BT ORERM2mm, AREREERS, TIERHEn.
Increased the die cutting edge thickness in 2mm, strength
increased in punching thickness sheet, extended grinding
capacity .

3. B BRI R TIOOE, BEERRE. BE.
LHEeEE. ERTRNRT=0mm, &ERO. 15mm.
Mo slug die design as culting edge concave emboss,
efiminate slug pulling, jumping materials and floating.
Suitable for size than or equal to 6mm, and min die
clearance should larger than 0.15mm,

4. SEAFRERT, HEREE, w b ERiETLE
FRIR, EEACHh BRI AL R A
Guide self-lubricating design, graphite processing, to reduce
the abrasion of punch turret hole, to increase the service life
of punch and tools,

S5k TR E T HER M E A S e s, (TR,
Punch surface can be produced as rooftop or whisper type,
please inform when you order.

B.RTIMEE 2 i MBS,
Rooftop angle is 2*; Whisper angle is 5°.

B AEREREEEImm, susEBE2mmEY, AR
. PR ATIERRImm, BiFERTHILRTEE ).

anfE AR B # it B Hrig
Description Round | Price | Shape Price
CEHRR
Sat Assembly TSB100 TSE101
Lig@a
Punch Assembly TSB200 TSB201
gaﬁ-:rd%'unch TSB310 TSE300
FETH
Standard Die T8B410 TSB411
R T3he
$1andamL23uiﬁa TSBE0D TSEEOZ

0SB0 1BAT2TE"




i85k E R FIEE R THICK TURRET 85 STANDARD SYSTEM

InEeiRBE (Function Description)

1. sk bR, B SEER.
Punch is designed with oil groove, to reduce the wearing of the guide.

2" Staion (Within 50.8mm Diameter)

11
Punch Head 2 THAEREN T, IORIGEEEN, ERFM M.
T R AATME35 Inner side of die is designed as circular are, load bearing strength of the
ME735 Screw blade better , increase the service life.
BHR
Spring Housing 3 WETERTATIO0N, BEEEER. BF.
e WRWE No Slug die design as cutting edge concave emboss, eliminate siug
= Disc Spring pulling and floating.
Eot ] i :
= Care Shaft 4. FREHIER AW, REALE, #abhEEIETLAEIR.
18 Guide surface with ubrication groove design, graphite processing
ﬁ ik M 20 to reduce the wearing of the machine's turret holes.
g M12"60 Scraw
E 5. mAMREREES 0mm (REFSAAHER, WERTRSE |
= BELH Shims’ max thickness is 3.0mm. Need more punch grinding, please
3 Gyida Main Body choose adjustable guide.
= M5 O4F SL AR il k
M50 Sockel Head Cap Screw 6. PSR TIOARBM IR Er BN B H A, T HIRA.
34 1 Eil Punch surface can be produced as rooftop or whisper type,
Funch Guide Koy please inform when you order.
Standard Punch 7. BRI R SHBES".
Rooftop angle is 2°; Whisper angle is 5%
| ™ - 51
:' - e
i M4 638 4 08
&l M4*6 Ball Head Scraw
2| B
g Stripper Plate
g
El
H
96
?_ Standard Die
= [
a2 /5 tig | FE | o
|Description | Round | Price | Shape | Price |
HEAS
Set Assembly TSC100 TSC101 {
LiEs
1 FI.IHCH n‘!\SSEmtﬂy | TSCEDO TSCE[“” ]
(ki | |
Standard Punch TsC310 T3C3NM |
ol T
S‘;‘rl‘ dard Die _TSC4 10 TSC411 ‘
B EHE |
s O TSC510 T8Cs11 |
FHSESS :
S1andam(ﬁda.ﬁssemtay TSCE00 ‘ L ) J
B8.89

]
%]



DT {if (&4z88.95M)

3-1/2" Staion (Within 88.9mm Diameter)

&%

Punch Head

T Sk AR fTMB =35
ME=35 Screw
wER

Spring Housing
EERN

Dise Spring

88
Core Shalt

Ak R AR 2075
M12*75 Scraw

REER
Guide Main Body
M5+ 1 4R i

ME=10 Scraw

A S 5y 5l
Punch Guide Key

30
Standard Punch

Wi
Elaslic Block
Masaef sk i@ s

e
Stripper Plate

1111

Standerd Dls
A ER [ i 4 o fir g
Description Round Price | Shape Price
&ﬁ?;?m.,. TsSD100 TSD101
SN e | TS0000 TSD201
Shaniard Ponay " | TSD310 TSDat
Cindardoie | TSD410 TSD411
gtﬁgr Plate TSD&10 TSDS511
B Al eamhy] TSDB0O

Apquessy yound SR 211

Aquassy 185 hiﬁi

IhiEikeA (Function Description)

1. skSb B, R SR
Punch is designed with ofl groowve, to reduce the wearing of the guide.

2, TRAEERL&T, TIOREGAMES, WRGdGRE.
Inner side of die is designed as circular are, load bearing strength of the
blade better , increase the service life.

3 IPEE TR ATIOON, THEERES, BT,
No Slug die design as cutting edge concave emboss, eliminate slug
pulling and floating.

4. FEREHROES . DSEHE, S aihREETLAER.
Guide surface with lubrication groove design, graphile processing
to reduce the wearing of the machine's turret holes.

5 BABEEREI Omm (HEESHLAER, HMIATESE .
Shims’ max thickness is 3.0mm. Need more punch grinding, please
choose adjustable guide.

6. FsETICHEM TREAIE R E ke, TR,
Punch surface can be produced as rooftop or whisper type,
please inform when you order,

7. RifpE A2 RS .

Rooftop angle is 2°; Whisper angle is 5°.

By

12543




EESSIRE R FIIEE THICK TURRET 85 STANDARD SYSTEM

EL{L (B2114.3 LH) SRR s ction Dascioticn)

= i i ithi i 1. s, E SRR,
4-1/2" Staion (Within 114.3mm Diameter) R it
iT 5k 2 TR mERLET, TIORSERE WA, (ERAFEHE,
Hinoh e, Inner side of die is designed as ciroular arc, load bearing strength of the:
17 # S MR ATMB 35 blade better , increase the senvice life.

ME*35 Scraw

R evsog 3 BFER UG RTIONN, BARES. BT
EENN Mo Slug die design as culting edge concave emboss, eliminate slug

= Disc Spring pulling and ﬁDEtII'g
o ]
E Ceinfian 4 FINImETAEnt. ARAAE, Mhh LR,
ki ﬂli*;fﬂ?g'-g_t%ﬁ' *75  Guide surface with lubrication groove design, graphite processing
E o T to reduce the wearing of the machine's turret holes,
Pin
g 5. MAABE D Omm (MEWEATRSLHEER, MERRESE) .
3 ek B Shims' max thickness is 3.0mm. Need more punch grinding, please
| § s 1ol choose adjustable guide.
5 M5#10 Scrow . )
E L R e 6. Ak OHYE N TREA R e alt, (TR RiRER.
Piinch Gulds kay Punch surface can be produced as rooftop or whisper type,
please inform when you order.

o R SLAR R 7. BEIMMERZ pEmESs.

S Rooftop angle &52°; Whisper angle is 5°.

BEER

Elastic Block i 114.8 s
Bla* GRS 4 .

a6 Ball Head Scrow '_|

B 5
Strippar Plate

133.34

Alqwassy 195 Db i ol B

AT
Standard Die

anﬁeitc%w |"i§]'#£' [t | [re

L ption | Round | Price ShEPB | Price | 10
'Igeﬁ%;;mm | TsE100 |T$E101 '

:Eﬁ]'fc‘;‘ﬁngsemw | TSE200 | ‘ TSE201 |

[BthRrs | 1sear | TsEan |

:@fﬂ;;ﬁm | TSE410 | | TSE411 B 7h
:ﬁ,ﬂfﬁ,mm ITSE510 ' | TSES11 | ' 30




[BiFiEi2E iR B 2% THICK TURRET LIGHT-DUTY TOOLING SYSTEM

AT L @=z12.7 M)
Himsh R E0. 05mm, EHiEEH B E WM

1/2" Staion (Within 12.7mm Diameter) &£F0. 1mm, § 45 /R 2 5 & /) 8] fH0. 12mm.

- IngeiBA(Function Description)
1T it &M AIME 16
M5°16 Scrow
T

Punch Hend

1. HREUABREAMEH PETEP~EMNER.

| D _— R AR M T S R0 = R M BRR S5 R
@ :'] ey Light-duty Spring Solution of removing or decreasing the
S I
] N .I] 8 punching indentation, reduce sheet deforms.
o { :ﬂ -i_ 1
L
s A D & 2. EERTHMEMMERAE. AEAHNSRE
= B R ey WM BEERBE =GR,
s 1 } ane N Apply to thin sheet, aluminum and mirror
: | Z surface stainless steel, which have high requirement
£ & andari Punch of product appearance.
Pich Cutia Ky 3. BREBEAMESNRE, RIPEAIELCER.
gaGane Reduce punching noise, to protect health of workers.
o
,I; 4, BB WARN ML RWARLA WD,
@ Regulate press by changing spring style or
> reducing spring quantity.
5 e
(" 3L ‘&
| . ] |30 A S N——
( } : ( Ly BEA R [ e firds | R | 44
l_ L Sifgémmn L - | Description | Round | Prica___!__ShaEe | Price |
e | Solhssenpy | TLATOO | | TAtor |
|_§_ﬁ§ﬁsmw_  TLAZ00 | TLA201 |
N hunen | TSA310 | | Tsas00 |
| Shdidoe [Temt0] | Tsaen |
' ' | TSAB01 |
Siandsra Gude. | TSAB0O Al
| eTRoTB0TRTO" |




l?ate{E Bitigi2zii= B 2% THICK TURRET LIGHT-DUTY TOOLING SYSTEM

BIL{I (E&31.70H)

1-1/4" Staion (Within 31.7mm Diameter)

5102

47.62

Tl ITME*25
M5 255craw

ik
Funch Haad

FEEIR N
Light-duty Spring

L5
Spring Relaings

O R
O Ring

Lo FiEs
Standard Punch

EHNEARE
Standard Guide

A
Punch Guide Kay

HAT @
Sltandard Die

THRELTR
Die Dowol Pin

IhEEBB(Function Description)

1HRRBRBREAN R AESREP=ENER,
EIEHEREEW~RIWHBRRSR.

Solution of removing or decreasing the punching

JI |]—-_ ; indentation, reduce sheet deforms.
e E = =
0 0 Y cEsRFeRHASEME. HETSHEEEN
A g3 0 TR AR S e
== _—I & Apply to thin sheet, aluminum and mirror surface
' f_ ] E stainless steel, which have high requirement of
i g product appearance.
4

SREREEARAESRNRTE, RIPAISCRE.

‘ Reduce punching noise, to protect health of workers.

4B ERERAYE RO ERNESNATRD.

E Regulate press by changing spring style or reducing
‘;’; spring quantity.
z

| BEEER [E% | o | 5% | 0

| Description | Round Price | Shape | Price.
WA R | | |
SetAssambly TLE10O TLB101
LR E | | | 1
PunchAssembty | 1-8200 | | TLB201 |
70 A 2k

| Standard Punch | TSBS'IU_._. | TSBSGO..-.
T | | |

| StandardDie TSB‘HD“ _ TSB#H .

| TSB6O1 |

8 5 S 4 6 | omo |

0Ye)I8072T" |




CIL{L (H#50.8LA)

2" Staion (Within 50.8mm Diameter)
IhagiBA(Function Description)

TLHREERRANBEAPETIEF~ENER. &

EEHEESER~RNNOBREE. e esd
Solution of removing or decreasing the punching RS e
indentation, reduce sheet deforms. RN LEa
Light-duty Spring
RaRM
2EMMATHEFMBEREAN,. AEAHWSFERDI - b
NRFRERBE =R, = !g:ﬂﬂs:mt:u 50)
Apply to thin sheet, aluminum and mirror surface 5 .
stainless steel, which have high requirement of H N
o
prﬂd Uct appea rance. ] Lowar Prossute Plale
Z FES T LT ERES]
E MIZ%60 Scréaw
SHRESAAESPHRE, RIPATHCRE. | Gk Main Body
Reduce punching noise, to protect health of workers. =~ | MseioR A
M5"10 Socket Head Cap Sorew
B gEu
4ﬁﬂ§ﬁﬁﬁ%ﬂﬁﬁ&ﬁﬁ&!ﬁﬂﬂ%ﬁh“ Punch Guide Koy
Regulate press by changing spring style or reducing st e
spring quantity.
A e = Elaic Block
5.C. DMHAAERTEMEERASERAREL. £ s
This spring's set can be interchange with thick turret . '_-"::-'" Husd Scrow
C/D guide assembly. H Suioant Plate
f
2
BEAER L 4 5t iz {4 HAER
Description Round Price Shape Price Standard Die
by A TLC100 TLC101
Pt sl TLC200 TLC201
A TSC310 TSC311
BRTS TSC410 TSC411
BUE e TSC510 TSC511
BUSEES TLCEOO

Light-duly Guide Assambly




Rate® BEEIE 2R AR RS THICK TURRET LIGHT-DUTY TOOLING SYSTEM

DI (H#%88.9M)

3-1/2" Staion (Within 88.9mm Diameter)

Tl &

i Ih#EBA(Function Description)
HT o S B ATMB 35 (F A ) i
MB35 Scraw SRWNNEER
Light-duly Spring - ) i
1HBRERBREARNE M ELREP =%
ERAW (@25450) . RER. BERATERSREN~H5H0
1] g { 3 *
£ ) | g:‘nﬁghl Sienve B"] W%FE o . ;
Core Shall .— i Solution of removing or decreasing the
R— = N, e punching indentation, reduce sheet
M13*75 Screw = I T deforms.
BEEh J =
Guide Main Body ™
s ot [ o !; QEMATEEHAERMAN,. BETH
A sHm = _ 15 Tt REXAHINEFEERDE =S
FRpERIe Kay | g Apply to thin sheet, aluminum and mirror
: 2 surface stainless steel, which have high
iy | % : requirement of product appearance.
Standard Punch o i -

. . SHEMAMETNRE, RIPRTSLRE.
EHatiy plach @ Reduce punching noise, to protect health
M= o Sk 4R i R

g of workers.
- o
Stripper Plate E
o 4.3 59 9 30 9 26T 30 98 0 5 O
' s Heh.
Regulate press by changing spring style or
reducing spring quantity.
¥ ﬁ-‘ﬂ.'l;)ﬂ
tandard Dig
5C. DHWHEAERTEZHERIRASER
BR% L
WEAH B e | 8% | hi This spring's set can be interchange with
Description | Round | Price | Shape | Price thick turret C/D guide assembly.
gy T TLD100 TLD101 |
- !
b s TLD200 TLD201
L |
g{%ﬁ?afﬁ‘“"#" TSD310 | TSD311
. TSD410 TSD411
iSEtrfi;Er P!a!e TSD510 TSD511

Light-duty Guide Assembly




AT (EE12.7UA)

1/2" Staion (Within 12.7mm Diameter)

1 S ITME* 16
M5 16 Screw

s
Punch Hoad

wH
Spihing

et

LA G At

s
Spring Retainer

ORE R
O Ring

L

S— ¥

»4Hau
Punch Guide Key

HEmak
ABS Punch

=nSE
ABS Guide

HanTW
ABS Die

FHRELW
Die Dowel Pin

TH® N
Do Shim = -

fjguassy pung hESH

[T ———

ABS)ski&#E4.5Ton , APNRERE3.2mm,

SUS 2.0mm , EE#1<11.5mm,

IHiEiRBA (Function Description)

AR, AR LINGE, BNNOMERR.
With functions of lubricate and chill-down the punch,
lo eliminale adhesion of the punch.

ADHIEE LR, BLEER., BEERLE.
To eliminate waste floating, prevent the rebound and
materials jumping.

RS ARG, RIEHRASESM2-3E,
Longer punch life, 2-3 times of standard mould.

AR EANEEMST, FTUNEEH, NNl TEE.
To adopt double sides taper, both sides can be used, extended
grinding capacity of the punch.

5 RERmMORAEET, RERLE, oA ARFIELNER.
Guide surface lubrication groove design, graphite processing,
lo reduce the abrasion of punch turret hole

L]

[#]

Hi &5 B 1T 1 4 3 45
Description Round Price Shape Price |
Sﬂnﬁ?éfmbly TAA100 TAA101
Purchssombly | TAAZ0D TAA201
E?rﬂ% TAA310 TAA311
ABS Die TAA410 TAA40D

TAABD1
WEE, | Tancoo i

0TROTIBDT2TO




THICK TURRET ABS SYSTEM

BIL{I &=&31.7m)
1-1/4" Staion (Within 31.7mm Diameter)

L& E16Ton, M AHTIRE: ThiEiEEA (Function Description)

6. Omm, BF=21mm
MR BEES 1. RAE. SAbsInGE, 087 ORI,

SUS 3. Omm, HE=28mm With functions of lubricate and chill-down the punch,
to eliminate adhesion of the punch,

2.4l ER. BAIER. BEHRLE.
To eliminate waste floating, prevent the rebound and

materials jumping.
T S ATM5*25
ME*25 Scraw

a5 : 3 MR, RADEMRS fH2-3(E,
Punch Head ; Lenger punch life, 2-3 times of standard mould.

4 EFRBAWEERRT, TEUREER, #mnhkTEi.

g' !n To adopt double sides taper, both sides can be used,
i extended grinding capacity of the punch.
i 5. SERE@IDR ST ARGLE, R ETLRER.
T Guide surface lubrication groove design, graphite
?ﬂ ls-i-';fng S processing, to reduce the abrasion of punch turret hole
z o R
[ 2 O Ring
2
w Bk B
Punch Guida Koy
0 e
ABS Punch
H%ER
o ABS Guide prmm——— — " —— —
3 | B 1t B R [} 72 ffitg | BE b8
*;% | [}f;_ﬁc_riptiun | Round  Price Shape Price |
- BEEA
o | SetAssemoly | TAB100 TAB101
5 | tmma
: | Punch Assambly TABZ00 TABZ01
g | S e
J\_EIS Punch _ TAB310 TAB311
| ST
| ABE Die TAB410 | TAB400
AW TR TABEBO1
ABS Die SmEHE | ot
ABS Guide TABEOO TABBO2
T B 08018072 T

Die Dowal Pin




CIL{I (H#Z50.8LA)

2" Staion (Within 50.8mm Diameter)

iTd &

Punch Head
TSR ATME = 25
m’o‘jg Scrow

R
Spring Hausang

WA N

Disc Spring

bt L
Liftirg Bod

W
Adjustabls Knob
LLERAR

MEs 10 SCrew

s A
Punch Gusde Kay

Ly B4
Guide Masin Body

Wikt A
ABS Punch —

WiE¥ER

Elsgtic Back
L 2 1

Mass Bal Head Scraw

SmimnNE
ABS Strippar Plat

o

tFRETFH |

Slandard Dis |

H#HS: ZL 2009 2 0302960. 8

ARy Wt REESh

Apuossy 05 BEWE

RE5X501%134 7] 5] 4

IfEREE (Function Description)

1. BAHTR, SEhskIbEE, M7 ORSEINS.
With functions of lubricate and chill-down the punch,

{o efiminate adhesion of the punch.

2 PRl iR PR, BreIse .
To eliminate waste floating, prevent the rebound and
materials jumping.

3 1y, EIRERREGN2-3E.
Longer punch life, 2-3 times of standard mould.

4, SEASEAERETEMER, TEREE2~3E.
No shims are needed if you adjust the mould with the ABS
adjustable guide, the grinding capacity of punch can be
improve 2~3 times.

5 SREMITHANGT. RREAE, RulaihEREETL BEEE.
Guide surface lubrication groove design, graphite
processing, to reduce the abrasion of punch tumret hole.

it SRR B R & R i
Description Round | Price | Shape Brice
St TAC100 TAC101
FJ':uf-nlc!hEAas.samhw TACZ200 TAC201
Rl | racato TAC311

. . TSC410 TSC411

.?Bng %tﬁpﬁar Plate | TAC510 TACS511

A3 Guise Asaembly| TACE00




1 THICK TURRET ABS

{iL (=288. 9LLA)

3-1/2" Staion (Within 88.9mm Diameter)

IffEIBE (Function Description)

1TAH@ER. S Theg, ARDOKERSR.
With functions of lubricate and chill-down the punch,
to eliminate adhesion of the punch.

51

SMEEE LR BLERS, BHERSEE.
To eliminate waste floating, prevent the rebound and materials jumping.

IARE AL R, RIFHEWAS®M2-3E.

Longer punch life, 2-3 times of standard mould.

4B EEEMNBERBEETENS R, SLTERES2-3HE.
No shims are needed if you adjust the mould with the ABS adjustable
guide, the grinding capacity of punch can be improve 2~3 times.

S REETARAMEH, DBR4NTE, S A EEIETLAER,
Guide surface lubrication groove design, graphite processing, to
reduce the abrasion of punch turret hole.

Tl
Punch Haad
7 i s MR ATME=30
MIE*30 Scrow
REE
Spring Housing
aENu
Disc Spring
i3
| T
s Lifting Bal
S
4;' Miur.sI!n:In Knab
-3
H 5w 1 04 i
2._ W5*10 Seraw
- A ga: 5 0
Punch Guide Key
i BETN
& Guide Main Body
w“
2 WEEEH
k Elastic Biock
i MARaIE 5 0 4
3 Ma*s Ball Hoad Screw
FRel ]
Sirpper Plate
[ ad ]
Standard Die
|Description | Round | Price | Shape | Price |
St sy | TAD100 | TAD101 | |
“]:lﬁgﬂ = — o oF SEEES—— 3 -
Punch Assembly TAD200 TADZ01 |
| iR A% | TAD310 | TAD314 |
Standard Die . TSD410 : TSD4N1
| SRR ' | ' '
| ABS Stripper Plate | TADS10 | TAD511 |
| ARGRES | 7ADE00 |

ABS Guide Assembly |

H#H<S: ZL 2009 2 0302960. 8




ET{L (HE%&114.3 LLA)

4-1/2" Staion (Within 114.3mm Diameter)

f1l%
Pusch Hised

IT& STl 25
MAEDE Goiim

Sgeing H::rt

L]
Dins Sgring

LELL L L
Liflirg Bua

e
Adjeriatde Kroh

M1
MIF 13 Screw
REAAE

Penoh Gude Key

RETE
nud-l.lm’b%df

R LR
ADS Punch

ok B
Erantic Block

Masun
Ridvs B :l:-a ;:-E

LT
Banppar Plain

AT
Standerd Due

Ay sung BEB

L

Description

e

Round

it 4

Price

L]
Shape

g

Price

HEAS
Sel Assembly

TAE100

TAE101

L@as
Punch Assembly

TAE200

TAE201

fBER Sk
ABS Punch

TAE310

TAE311

T
Standard Die

TSE410

TSE411

AR E
ABS Stripper Plate

TAES10

TAES11

SHERES
ABS Guida Assembly

TAEGOOD

EHS: ZL 2009 2 0302960. 8

Ay s o

INfiEiRBA (Function Description)

1. AR, SEpskThis, HIR7)ORBINER.
With functions of lubricate and chill-down the punch,
to eliminate adhesion of the punch,

2 HBIEEE B PAAER. BRERSURS.
To eliminate waste floating, prevent the rebound and materials

jumping.

3 1@l td, RREEARGRN-E.
Longer punch life, 2-3 times of standard mould.

4. SMAASEMRRESTRNSE, L TEREn2-3E.
Mo shims are needed if you adjust the mould with the ABS adjustable
guide, the grinding capacity of punch can be improve 2-3 times.

5. FEREIER G BEAAE, BRI ETLAER.
Guide surface lubrication groove design, graphite processing, o
reduce the abrasion of punch turret hale.




Rate

Ei#IE80& %] E THICK TURRET 80 SYSTEM

1/2" Staion (Within 12.7mm Diameter)

BEARTIIRE, BRPFAR3. 8mm,

T R ERITME= 16
M5*18 Scraw

fTa s
Punch Haad

nu
Spring

122
Spring Retainer

O R M
O Ring

BO
80 Punch

ALBEE
Punch Guide Key

BHREMNEGE
90 Guide

BiefeoRE
80 Guide

BEE
Strippar Plate

T

Standard Dia

FHUE (L

Die Dowel Pin

Alquassy yaung

The max. thickness is 3. 8mm mild steel.

T 3 b

HHS: ZL 2012 2 0151129.9

e
Qiﬁ

-

T Fliz

— g.v'

Ajguwassyiag b S e

1TRi58H (Order Instruction)

1. pLESSERT—8, BEERAE.
Punch shank size as same as guide size, more strong.

2 ph SRR AT b3k K3 3mm, TN BE.
Punch shank dia. 3.3mm bigger than standard A station punch,
more strong.

®15 875mm 2

—

EE R AT 3 40 3k A3, 3mm,
AT Ry E R ERA!

8 E0R R B AT R
B0 Guide 80 Guide: |
[
i
Siripper Plate
BER#® | mw hix | BE ey
Description | Round | Price | Shape | Price
BEES
SetAssembly . T8A100 T8A101
LHHEE
PunchAnssembly T8A200 T8AZ01
803 4 3k
|80 Typ:e Punch T8A310 TBA3INM
HHETH
| Standard Die TSA410 . TSA400
E#iE
Stripper Plate TIA510 TOAS11
2 bl
EEIB0EE i
80 Gqude TEAB00 T8AB02
0190711807270° |
980"
05 E :
90 Guide T9AB03 e

078071807270



 FTEEMRETMS*25
M5*25 Screw

T3k
Punch Head

P25mm

o
Spring

EE ¥R B i 4 3k K5mm.,
BT ) E R E e R

Jisrs
Spring Retainer

OEE
O Ring

SR0EE
90 Guide

Alqueassy youndg ThES Wi

80z ik
80 Punch

Ak FEa
Punch Guide Kay

Alquassy 125 Tk 558

B E
Stripper Plate

FRtET
Standard Die

T E
Die Dowal Pin

b 4 & FR [ 7 e | =k fh 4%

Description Round Price |Shape Price

BEAA

‘, S ZL 2012 2 0151129. 9 Set Assembly T8B100 T8B101

1| 3% FRES
/"5 Fligdl | Leas | Tes200 T8B201

FE T8B310 T8B311

FrifE T 48
Standard Dig TSB410 TSB400

]
Stripper Plate T9B510 T9B511

TeBe04
0FE T9B603

90 Guide T9B605S

0°1807180%7270°

o



P&zl =il Eiti280EH A FHEE THICK TURRET 80 HEAVY-DUTY SYSTEM

Thick Turret A\B Stations Heavy Duty Tools

IN#ERER ( Function Description )

1. 24p2. Smmil BTSRRI, 3 Smmil EESRAR IR E AR
Heavy duty tooling is provided when you punch 5.5, sheet's thickness
more than 2.5mm or C.S. sheel’s thickness more than 3.5mm.

2. WAHER, AR EMMRERE. L, FRMREANET ZHSRERATRE.
Punch coated is better when heavy duty punch. The materiel and heat treatment process of heavy duty.z
purich and die are both different from standard tools.

I THE, EHERAEH.
Punch head and spring retainer are special for heavy duty.

B &0 17 | BE i R m ol | 5E e
Description Round Price Shape Price Description Round Price Shape Price
WA BIEES
Set Assemh!y TSA102 TSA103 Set_ Assemh_ly TSB102 TSB103
FHHE FiREE
Punch Assembly | 15A202 TSA203 Punch Assembly TSB202 TSB203
SOrhsk TEA310 T8AI11 . T8B310 TEB31
i 5 4 W T 0
Heavy Duty Die TSA430 TSA401 Heavy Duty Die TSB430 TSB401
T8AB01 T9B604
B0 E AL WS E 0°an
BO Guide T8AB00 T8AB02 80 Guide 1k T9B605
0BT B 2T D80T1B0 7270

xRt EAREL S E RIS
fitR, Rkl , LCAHTESLS

—AEERB D AEBMIE
52 B3Ik EE 80/ 3k, 80 E.

AT R EHTRES. 0mm, B EEEHBIL.
The max. thickness is 4. 0mm for A station.

Change to B station if material thickness over 4. Omm.

Ex

SRERIRHAR | S5

EFH 8. ZL 2012 2 0151129.9

EFizHE
/




90%& %= B THICK TURRET 90 SYSTEM

AT L (FE212.7 LA)

1/2" Staion (Within 12.7mm Diameter)

RS A EAST

IhiEiRAR (Function Description)

M5 il Scoew "
Tk & "
Punch Head fg 1. ABSH A BARIE.
B0 B 5k # ABS mould has self-lubricate function.
90 ABS Punch "1 el
s - 2. bk TI 6. Smm {8 &5 K208 E .
g Grinding capacity of punch is 6.5mm, longer
450 mie g mould life more than 2 times.
Punch Guide Koy =1
=
= S g 3R ERIT L RS A AR R R
I, s O Ring x The height of quick change punch head can be
TR :a; adjusled, reduce use cost in large scale.
Spring Retainer i
wis 3 4. FERERBEET,. ARELE, Sk
Localing .Ball - §OIETLAVER.
Bt Guide surface lubrication groove design, graphite
processing, to reduce the abrasion of punch turret hole.
[ 2 m s
TE Stnpper Plate m
sl mxE | fhrag | B 4%
| Description | Round | Price | Shape | Price_
i HEEA | '
sﬁ'“?% y \ Guida SE!ASS&F“U‘"" TSA100 | | T9A101
tandard Dis T 1
[ ! o ombyy | T9A200 | | ToA201
__ FHEEM = 1
Die Dowel Pin | Sk o | Teasto | T9A300
M | |
— Ers-um{-:‘w = s f'EE_PU"ch T9A3Z20 | : ToA321
FETE |
Standard Die TSA410 | TSA400
LEE | '
Stripper Plate TSAS10 | T9AS1Y
EHEESY e = T 1?9,6:6_1}:1 T -
EHES: ZL 2012 2 0151129.9 |g0B % 00
90 Guide ToHDOS " T9A605
g ' s A e 1 | om0 Tia07I0"|
REMRWRE, BWAR3. 8mm. TEAEE | Tanaro
The max. thickness is 3. 8mm mild steel. Ot ey Peck o heetly) |




P&z 0=l Eiti890 &GS E THICK TURRET 90 SYSTEM

BLL &&31.7H)

1-1/4" Staion (Within 31.7mm Diameter)

AR & B
Descripliqn

BRES GG
Sat Assembly (Station)

4 L (S W)
Set Assembly (ABS)
LEEE
Punch Assembly
R sk
Standard Punch
Sk

ABS Punch
iR T
Standard Die
05T B

ABS Die

iR ¥4k

Stripper Plate

BFNGE

90 Guide

1T Sk H

Panch Heod ssendy

E
Sinpper Mse

L]

AT
ETMT)

FEEN
D Diowal

Cm#

Round
TSB100

T8B102

T8B200

TaB300

TSB410

TSB410

T9B510

TSBBO3

T9B370

HE

Price

TaB302

ATHE T
the p
- [
Pin "="

BE
Shape

TSE101
TEE103
T9B201
TaB301
. T9B303

TSB411

TSB400

T8B511
| ToBGBOA4
L ln)

T9BE0S5

0l BOT2TD

45

Price |

TE%
Punch Head
i
&
i an
&
i Spaing
: ]
o
E
a
=
o
=
&
3
&
[]
]
&
; OBE
H O Ring
ke 5
[ Spring Retaines
&
-
3
&
&3

AR
80 Siyle Guide

IhEEiRAA (Function Description)

1. ABSHUR ¥ BTRTIEE .

ABS mould has self-lubricate function.

2., LT RS, Smm, (FR S IER2ELLE,
Grinding capacity of punch is 6.5mm, longer mould life more than 2 times.,

3. BARIT SR R S bR A R, E A Al AR O L
The height of quick change punch head can be adjusted, reduce
use cost in large scale.

4 SERMHREEET, BRALE, 8RR IETLR .
Guide surface lubrication groove design, graphite processing, to reduce
the abrasion of punch turret hole.




CL{L (&=#&50.8 UMW)

2" Staion (Within 50.8mm Diameter)

Tdi%
Punch Head |
7% S MATMa*25 | =1 =
Ma* 258 crow |"-—_-=-———_.
==
WER I
Spfing Housing iE |
1 ]
WRAN |
Disc Spring | p—
| —— t
E— I W
j— '
AvE — o
Adjustabla Knob - 3
B EE it
Lifting Ball ]
Mk H @ 3
Punth Guide Key _%
M50 S iR &
ME* 10 Scraw
REE
Guite Main Body
D0 =

30 Standard Punch

Aiquassy 105 TSRS

mtiEn

Elastic Black

Mamolf R

M4#& Ball Hoad Scrow

pt
Stripper Plate

EATHR

Standard Die

IhigiRes (Function Description)

1. 900pak TS MS-Bmmil L.
Grinding capacity of 90 punch is more than 5—8mm.

2. OB EEATRIEEY, AkTIEETEmMEN. HEEE. R
jad o ol il g
90 Guide assembly can be adjusted quickly, no shims needed
after grinding punch.

3. 0B ERERAMR T, DRNIE, AR IETLAER.
90 guide surface self-lubricate groove design, graphite processing, to
reduce the abrasion of punch turret hole.

AR & g B e
Description Round | Price | Shape Pride
gfﬁ?sfmhly T9C100 TOC101
I‘-J'il?:gnﬂﬂﬁ‘samh,y ToC200 Tacz201
SIand;Tds‘E'unch T9C310 T9C31

B ncan Dio TSC410 TSC41

grﬁuﬁr Plate T9C510 T9CS5M
ﬁ?ﬁﬁ%ﬁmblr TaCE00

FHS: ZL 2009 2 0302960. 8



Rate Be=Ee3i-a:!

THICK TURRET 90 SYSTEM

DI {iL (5#%88.9LH)

3-1/2" Staion (Within 88.9mm Diameter)

Aqusassy j0f D EWE

Lquisssy yung B8 B8

A
S ekt

L:|

H
| Set Assembly

| b s

Punch Assembly

A2k
| _S_Iam_ﬂa_rn_Punth
| i T
Standard Dig

B R
Sinpner Plate

NS EEE

80 Guide Assembly

‘mE

| Round

TaD510

TID100

TaD200

| T9D310

| TSD410

| T9D600

| fhin

Price

&%

wnch Hosd
!.-Aﬂhh-l
G

Ser

]

P

fn 0530
L]

nEE
Spring Housing
i

i

EaN
isc Spring

ey L
Lifting Bef
W
Acgustabis Knob
M

RESE D S

Fa B
Punch Guide Kay

BRER

R
Guicsa Main Body

G0 &
90 Punch

e EE

Elayhic Block

Masoid S

M4 %6 Ball Mead Scrow
AnE

Setippar Plate

T9D511

'\.
1 A
Standard Die
= _ IhiEiRes (Function Description)
i fir4a
| Shape | Price | 1. 903k 7) A5 5 -Bmmitd £ .
TaD101 Grinding capacity of 90 punch is more than 5-8mm.
TaD201 29 EESTRIEET, AETNEEERRER. HEHE,
; Rt MR .
: T9D3N 90 Guide assembly can be adjusted quickly, no shims needed
1 after grinding punch.
TSD411
39S HEMAM MR, ARLLE, TE ) PEKIE

FLED A .
90 guide surface self-lubricate groove design. graphite
processing, to reduce the abrasion of punch turret hole.

£¥ 2. ZL 2009 2 0302960. 8




ET{L &E©#114.3UR)

4-1/2" Staion (Within 114.3mm Diameter)

AT 8 -

Punch Haad |
naamiimes2s
MIE*25 Sergw

AR
Speing Housing

EEAE
Dhdc Spring

ATEE
Adjustable Knob
B RAEE
Litiing Bl
MEE IR

WRES10 Screw

AR
Punch Guide Koy
BREE
Gesde Main Body
G0
0 Stamdard Punch

Apquisssy usung bEEH
|

o
Elastic Block =

Marsk LA H
ldes Ball Soiww o
[ L E W —=—

Strippar Prata -

Lowessy 195 oS

GATFH
Standard Die

B & ER 1 Fid & L s
Description Round Price | Shape Price

T9E100 TIE101

HEES

Set Assembly
4§

A ambly | TEE200

T9E201

TOE310 T9E3N

i
Standard Punch

FRTE
Standard Die

TSE410 TSE411

iR #HE
Stripper Plate

SEES
50 Guide Assembly

TOES10 TOESN

T9EGDO

IhAEREA (Function Description)

1. 90 7] S W5 -Bmmidl £ .
Grinding capacity of 90 punch is more than 5-8mm.

2 S HEATHEREY, ENEEEEMSE L. & EHE.
B ok lg o ol i 3
90 Guide assembly can be adjusted quickly, no shims needed
after grinding punch.

JSEEMARAMET. GRENIE, T80 EEE
LY R .
90 guide surface self-lubricate groove design, graphite
processing, to reduce the abrasion of punch turret hole,

¥ =S ZL 2009 2 0302960. 8

=

E..iiiiii e




Rate

BRI @B RYIHR A THICK TURRET ULTRA SYSTEM

1/2" Staion

usung pEpURIS SEY WX E seY

et i e 3 3
adi] e

5 v

B3 WU

ana WL

P/D/S

(Within 12.7mm Diameter)

EEh

AQuidssy young Sig

Aawarsy 185 THhEEBEE

e BRI E, B3, 8mm,

The max. thickness is 3. 8mm mild steel.

ThiEiRAA (Function Description)

1, FRfe ) R AT S R — 250, 15mm.
Adjust standard or metric Punch Head for 1 measure
means 0. 15mm

2XTHIERIME 250 0°/90°,0°/45.,
XT ultra guide with 2 external key skots, 0°/90° or 0°/45°.

3. MR 9 8mm.
The grinding amount of punch is around 8mm.

4. FEERHETT, REASEEE.
Guide surface lubrication groove design, graphite processing,
to reduce the abrasion of punch tumet hole.

5 MESEFOEHNTECHEFHNIRA.
Please inform if you want to order additional TEC guide key slots.

R 2 s | BE fhiE
Description Round Price Shape Prica
BEER
Set Assembly TUA100 TUA101
LHHESE
PunchAssembly | 19A200 TUAZ01
Ul trask
Ultra rF‘Elun{:h TUA3DO TUA3DT
ST
ABS Die TAA410 TAA400
1B
Stripper Plate TUA510 TUAST

S5 Tany
XT o
XT Guide TUABO3 =TT

DYETTA0 12T

Tk f
U Trpe Pusch Head Assembly TUA3T0

e




1-1/4” Station (Within 31.7mm diameter)

i S i 28

g 4R 8
& nifE
g B3
= ]
@ i
i
. .
: E
: : i
L] lll.. E_
E € el
| S
3 ; z
i H
g
L
"
"
"
L]
&
3
g
H

..................................

= = (] Fe \
f Y Sungam Dm [ ST - :',?;:

\ {
b o,

ﬁ THIRR | . Tmzum
& Y e flowsd Fin T Din Dl Py

Aquassy 195 oh W

IhAgiBA (Function Description)

1. iR WRERTH L G IE—E A0, 2mm.
Adjust standard or metric Punch Head for 1 measure means 0. 2mm.

2 XTSE 25450 0°/90°,0°/45°.
XT ultra guide with 2 key slot, 90°/180° or 0°/90°,0°/45° .

3. LR A 8mm.
The grinding amount of punch is around 8mm,

4. AR08 T ik,
Series 90 punch can be fitted to Standard punch head.

5. BENAHEETH, RmASiLE.
Guide surface lubrication groove design, graphite processing,
to reduce the abrasion of punch turret hole.

6. FEEEFEMTECTEITNRA.
Please inform if you want to order additional TEC guide key slots.

EE R [ Az it F R g
Description Round |Price | Shape | price
gﬁ?ﬁfmmy TUB100 TUB101
L g
Punch Assembly TUB200 TUB201
Ultrash
s P TUB300 TUB31Y
S THR
ABS Die TAB410 TAB400
grﬁ[ﬁr Plate TUB510 TUBS11
TUBEﬂ'll-
XTEE o'
XT Guide TUBBO03 TUBGOR
Qe B0 T2T0

ﬁl’gﬁ ﬁnﬁ ﬁan HAssamtily TUB3TO




B4 % FH2 A% THICK TURRET MULT TOOLING

MT %F4% (& FFinn-power, Euromac)
MT Multi-tooling(Applicable to Finn-power. Euromac)

o e [Bnar [mee [@w | 5l 1%

T B . l | Description | Round | Price | Shape Price
- i | MT24mmHQ 28 rima310 TM4311
[ 3 . il T ' @ HE{f,’,‘:"n'EEm TMMIO_"- ._.TM4411
: 2 | | = (ST BN [rwesro | | v

4 4‘ MT24mm} EMTE-24mm,/ MTE-24mm

_Hl B "-'mg i o o lan'I ! Eefﬁézon il Eﬂﬂj“d 2?':2‘-' i ?h“:pa fgfiﬂ
. TR R ssto || Twesn
ﬁ_: i‘. "“Z i’ - - |MTiSmm ¥ | vMesto | | TMB411
tiy &I Tﬂ fﬂ | o Sirggr s 10510 THES1S

IMT16mm#d EEMT10-16mm/MT6-16mm/MT8-16mm

— e TR TR ——— — E——
%é- % - - (BHze B | BE e
- - h‘ | Description Round | Price | Shape Price

| Mremmi Pusen ~ | TMB310 | TM8311
Number EENY Number ERNE Number i&M#E | MTSmmF & TM8410 | TM8411
WTG2ina: - ECEINNOWER MTI0-1607 FiNN.POWER EEEE FINN-POWER | Jrion S vy, | TMB510 | TM8511
M EUREMa0 MTE-16mm EUROMAC uriosmn | EUROMAG ~ MT8mm3 SMT24-8mm/MT20-8mm/MT12-8/MT10-8mm

: FL A 4K A i AR
XMT &+ & (3& A FEuromac) (Machine Code Instruction)
XMT Multi-tooling (Applicable to Euromac) MT24-8mm

EFH 4TI WANEREmm

Mg oy 74 Stations Max Diameter is 8mm

WS R [m |[om | 5% |@¢w@ [Brz®K m|iE |t | A% | @ik
| Description | Round | Price | Shape | Price | | Description Round Price | Shapa Price
XMT24mm HOR 5 | m—y
OS] Tx4310 TX4311 XMT16mmHQ 2| yy6a10 TX6311
It R Irasn | | Txaa11 | XuriSmme® | rxes10 TX6411
XMT24mmill £ ' ' [XMT16mmiE 1| ' [ 1
[ramaunnswgparpie] X410 | il |3 gam Stigperpie | T X010 | R Bl |
XMT24mma} BEXMTE-24mm | XMT16mm3d FZXMT8-16mm
)
s g 1
e ', C
-
-
i .4 — |
£ F- - b
vl - — i &
- ~ <
L_\ zq}"l C@As

W Lo s rewomcns | | ERCTEILETGIIE



EitiEiHN T B Z %I THICK TURRET ACCESSORIES

R (T fiteH2
Adapters

LR
1LRRBRTEANTURESN, FRlEISRERRIMATIE.
2 FREERImLT, RERWEAE, RILAPRISETURA.

3. B-ALTHIFESREC" Hsko™ . 180° .

T {if Station

#2 No.,
%% Sel Assembly TBABOOD

B-A L& Upper Tool TBABOA

T Lower Die TBABOZ

= Set Assembly TCACOOD

C-A L # Upper Tool TCACO1
T Lower Die TCACO2Z
4% SetAssembly TOADOD
D-A L # Upper Tool TDADO1
T # Lower Die TDADOZ

%% Set Assembly TCBCOD

c-8 48 Upper Tool =—
T4 Lower Die YeHGHs
£ 3 Set Assembly TOBOOD
o-8 L Upper ool TDBDO1
4 Lower Die —
HIMEEREE:
R, B3 4mm, FHERKR2.3mm, FNY
T R T BURIR.




P& = Eiti244E) T B %% THICK TURRET ACCESSORIES

REER G TH)

Turret Alignment Tools

T {i Station #B#F & ¥ Description 422 No. fft ¥ Price

4+ Set Assembly TPUADD

AT
1/2* Btatieh 4 Upper Tool TPUAD1
T4 Lower Die TPUAD2

T {if Station  #0£F & % Description 5 No. it #5 Price

auIyoRpy yorI-0M] Joj [R10adS

N
2
L
K
13
A

&3 Set Assembly TFUBOOD
\ 3_“?_1;;@_ +i# Upper Tool TPUBO1
Mt ER \ \ T4l Lower Die TPUB02
Pairs Use SN W 5
T {i Station #i# % 5 Description 55 No. 1 #% Price
E & Set Assembly TATA00
1/ ?'?%1151“0“ 4 Upper Toal . TATAD1
THl Lower Die TATAD2
Y
o T i Station #8425 # Description 52 No. it #%& Price
| 24 Set Assembly TATBOO
: 1_1:_15':2 1oy | 1R Upper Tool TATBO1
| # T4 Lower Die TATBOZ
=) T {i Station #ifF&# Description 455 No. #ir 5 Price.
‘ll 4 Set Assembly TATCOO
| | . o CStation | £ Upper Tool TATCO1
“l — J; T4 Lower Die TATCO2
o T{iStation #f&FRDescription  #ENo.  #iHE Price
I 44 Set Assembly TATDOO
3_13,1552“% 48 Upper Tool TATDOA
’%‘ T4l Lower Die TATDO2

I {ii Station #bf+ %5 #z Description S No. 45 Price

¥ 4+ Set Assembly TATEOO
e EI{i&

. 4-1/2" Station | L% Upper Tool TATEO1

= = v T4 Lower Die TATEO?



MFRBHRT R

Machine’s Accessories

Roller Die Urethane Ejector

&
.,l.‘l.
ENNY
ol L
=

©3, 6, O10ML TR

E bl TR
Brush Die
LEAETANIMNPERRERTREFE TR,
AUBREREATEEILAERILKRS.

2. RIPHM T RE TG
3.BERMERTRAEMIT IR PRI, ‘

» -

HARETRE R

Punch & Die Shim

“ L
C\DIfihskthp \:
O AN

#IL R 7E f3L 6

Machine Dowel Pin

A\B\C\DT fii T2}

& FTAMADA 18!



P& 1=l EitifEE) T B 5| THICK TURRET ACCESSORIES

1. 3T EHE RPN E, TRNEBREER.
HL IR % EI'TEDA 2. i FFAMADA Vipros 255, ARIES 222, ARIE S224, EM 2510NT.
3. AMADAHHR SEXRHERE14mm, COMAPEGAARIES.

4. AMADARER BERRHEEE17mm, VIPROS.

= = |\

EBHAFAMADA AC\EM#1BY ;&M FAMADAAC2510NT, AE2510NT.

Machine Clamping

|

ERTamMEHP1250

X

FARIECP1500
- ‘
7 gy ”
ERATFEREHP2500

59}



B ERBATIRR THICK TURRET FORMING SYSTEM

— BEEAERIEREN
Forming mould Use Notice
1, ERAREMAREITAERFRIERAE, TRZITHEAL, FHESHETFHRBTORTEML, SUSSFRNEHENREDRANIRE.
Punch without sheat is strictly prohibited when use forming lool, should always check the locking scraw tightness, otharwise will cause damage

of punch press machine and forming tools.

2

p

BRESAMRYSEERESE LAY, BeHEERARRS TS LNKRHEEMA~2TR.
Choose upward forming tool as much as possible, to avoid formed shape distortion by hilling of steel ball on the working lable.

(5]
-

ELEAEEANTHRESLEETER, BtHEAITURETAATE, BER5EM, REHREREMAFBEANE LREFR.
Don't use punching hole tooling on the station which near by the upward forming tool, because die of forming tool usually higher than
standard die, to avoid impress appearance, take off the forming tool from machine to store.

4, SEREAENAAEE, RETETE, AEEBEAEHEAERAPAMNAFRLAEERSE, AN TEREER—89ELER,
WERENNEBER, BN ERNNABLRAE.

Different punch presses have different close height and punch stroke, so punch assembly of forming tool must be adjusted to the shortest
when use them at first time, please don't use in another punch press machine directly before fine adjust, to avoid damage of machine or tools.

RANESAERERITREREE, BEARELDESLHRLFE. REFRH:

Forming tool needs fine adjusiment for fully forming. so operator must be patient and careful. Fine adjustment mathods:

SAEERERENRRTELETRE,
Adjust punch head assembly’s heightif large adjustment;

-

(4.1
-

SHITRFNBITET T EEY, dAEEAERRITELEGRE,
Adjus! punch head assembly’s height if ram stroke of punch press can not be adjusted;

S WIRFEP ST NS, RRERTGHES RS A B,
Modily machine ' s parameter when program if ram stroke of maching can be regulated.

o
-

REmIMGRESSERMERRTESF, SEMFHESONEHE, HEoREERERSE, Eldds, EAPEOHEAESNME
S58AnERREdTREORDEONENEE.

You must use forming tool's program if forming process, leave enough unload time when program, and keep the lowest punch speed

to grantee encugh forming separation time, to avoid sheet distortion or wrong forming position.

=~y
"

AEEYRIEEAREARR, WAFEHOTNEER, anEnd R HannRs, RoRRE.
To higher forming or unconventional forming tools, you should lubricating both sides of sheet to strength issue
flow when forming, to avoid sheet breaking.

8, MARAMAFEMERAYGTIEESRERMRR, EWMALENT IR0 M MR T SR w7 e % i FI e %,
Put ball dies to the two sides of high forming tools’ die, to avoeid sheat scratching or distortion.

-

9

*

BTN REREEREADILEG, AR ERTREMETIFRETR.
Forming position keep away from the clamps and holes as far as possible, and do forming at the last of punch process is the best.

= RERANRESE

Installation Method

-
-

BEEHEEAME, RIE)T204mm, SNWMENE.
Check the haight of punch assembly, to make sure itis lower than 204dmm,

2, £%E. THE, HMACENIAE0EMNGE.
Make sure process direction and key slot position when you install punch and die.

3. ERERESTRERS, MNERE, SRARTELEAZERAENR.
Try to punch on the shortest status . measure the height, and adjust punch assembly to malch requirement

= RERASERESE

Height Adjust Method

1 BTFREFGFENHSBRERER, ATHEHIRES, BARHMLERERE.
All of forming tools are at the shortest statue, due lo the closing height is different of different punch press machine, it can avoid risk appearance.

2. EEERTITE LS SRR,
Loose the punch head nuts and locking screws at first;

3. sEshiTH ARG TR,

Fine adjust by turn the punch head screw;

MRS EMmE R, BESEEET R EREAT.
Adjust it to proper position, then tighten the locking screws at last.

&

&
-



Rate® BEiERE RF|#EE THICK TURRET FORMING SYSTEM

RuER A
Hinge Tool

BRI

Advantages:

H-AARE, RPME, '8, BESTARERENE

One-piece hinge can reduce cost & time of buying, assembling and
welding the hinge.

HEWMEIZ @I dMEM_REMBEACRERNNE
Improve the quality & efficiency by simplifying technical process, reducing
removal and re-location.

HEANFSABE ASEEA=TAERTR!
Just need 2 sets of tools to finish 3 forming steps.

{Em A=
Qperation:

1EAHAI (BEPEE)--2AFE—RIFE--34E US4 E0E
Step 1, pre-punch firstly (Prepare by customer); step 2, first bending; step
3, second bending; step 4, circle bending.

2HTHAFTEEAESERS, daEAzMERAE=BamE, €
TRBETNBENTHIHTTE S

There must have a front motion, to avoid circle bending shape collapse
itself when bending shape rotate inside the tooling, because the forming
height will be very high after steps 2 & 3 bending.

Hir. B BokAE el

EEEIE R :
hiEien w&‘

1THERALIMESRESKER, £—INE, EmE,;
There must have 2 sets of forming tools for hinging, 1 set for bending,
another for forming.

2ERAAREEMITE(NE;
Operation and processing are as above photo.

JHEAERTITHEAEERGHE 1, TRBEENEREESRRTHER
mI; ENEEREESTE.

One set of tool just for one kind of sheet thickness, different thickness
sheet need to process by different size tools; otherwise the hinge diameter
will be changed.,

4. MITERE: EEE/AAET=2mm, FHMAT=1.5mm;

Processing sheet thickness: mild steel & Al., T=2mm); stainless steel, T=2Zmm

5. ftdAME: @E
Form-up.




Wheel TODling (Roller Rib, Roller Offset, Roller Shear)

12.7 Max.

% T e T

T_

—

HXER PR

Related Information Order Parameters
3 & WEX O "R O
ﬁii%%‘ﬁ;ﬂ? Hydraulic O Servo O
L T
W TRl
Material Type
R & i
BRER LM
Requested Station H
EFEEEIN ( Notice )
LRGSR REEHERER.

The punch press must have the corresponding control programs.

2RI A mIshi:. MAMRERE.

Curve, circular arc and circle can be processed on the indexing station

IMIGHEAELEREREMESERN L TRETER,
After processing without over-lapping or stamping mark on sheet, upper and lower
wheels can be changed.

4 MERYHFETIRIFSMBEE.
High-speed forming equivalent to the moving speed of carriage.

5. ST K {2 HRA0MM, HEEESHBEEES.
The minimum turning radius is 40mm, depending on the width of the rolling wheels.

B.MIEE: FEM0.8-1.5mmF, BEHIE0.8-2.0mm/F, #H4§0.8-2.5mm/F;
RLE S B 4R R A92-348, RE AMEM2ME, BAEEI2.7mm.
The machining range: thickness 5.5, 0.8-1.5mm, S.P.C.C.0.8-2.0mm, ALO0.8-
2.5mm; The forming height is 2-3 times of the material thickness. the forming
width is 2 times of the forming height, and the max width,

TORE BB AEEIZ Tom, THBATET 92mn;
Regard to rolling rib tool, the max width of punchis 12.7mm, the max width of die

isT..92mm.
B.RAMBIRAEMT —HEE, THEHARER, REEHRLETHER.

One rolling rib tool just can work on ene kind of thickness material, if you need to
proceed with different thickness, you just need to change the wheels of punch
and die.




Rate® B E R A %|#E E THICK TURRET FORMING SYSTEM

A Z: AR, LR
CenterPoint (From-Up/down)

RN A T
o AL

] M) I

Downwards Upwards

it

BRSS! IR

Related Information Order Parameters

ERig®EEES

Machine Model D

W T s
Material Type H

BERERIM

Requested Station

EEIEEmN ( Notice )
LRAIMIFERMER,

Different thicknesses of sheet can be processed.

2R AERY0" |, HEERINRA.

The forming angle is 90 degree, special requirements please illuminate.

IMIAEEER AR ETENERARE, FRIEAEZ, SHsHfERA.

Please adjust the punch travel or tools’ height when your process different sheet, punch
without sheet is strictly preserved, otherwise the lools will be damaged.

[_E  Upwards [T

Downwards




Half shear (From-Up/down)

*.’s.lJl IIE}T*TH* B
E alale |

i) |- ] F

Upwards Downwards

— — ]

HXER RCER

Related Information Order Parameters
FHEERES

Machine Model A e ——— P
omIaH s

Material Type | T
ERkER I H=0. 6*T

Requested Station

iEREm ( Notice )

1. AT EIRIHEE, 0 TFe 5 E Enk e e
Different thickness of sheet can be processed, unload time mustbe
leave before process.

2 MIAEHEFINEE RTINS SAEE, STNREaR.

Please adjust the punch travel or tools” height when your process
different sheet , otherwise the tools will be damaged.

3. R YR BEHR A 4R BLADTS%. WARIREEZ. Snn, FHEIRT. Bom.
The max forming height H is75% of sheet's thickness. The max thicknass

for mild steel is 2.5mm, for stainless steel is 1.8mm.

4. KRR EHRMO R T (R B RTS SR 2 3) .
Please give us the detail size(add tolerance to important size).

5 AMIERRK. SREABRAEECD) .
Please provide 2D drawing for special shapes.




Rate® BEiEERE RF|FEE THICK TURRET FORMING SYSTEM

Al VEIEENR., ZIEPEER
Stamping (Form-Up/down)

mF ] |-
Downwards Upwards

| R S
1T

HXER ARICE2

I—-

Related Information Order Parameters
FREEFERES

Machine Model A R — E
s

Material Type B —_— F
ERER LM C G

Requested Station

FEHEE (Notice)
1TAIMIFEHER. R —RMI, S—RMERE.

Different thickness of sheet can be processed. Working on one side of sheet,
The another side without a trace.

MIAFEEEEKAETE, "REEAPESIT, SUSHRTERA.

Please adjust the punch travel or tools’ height when your process different
sheet, punch withoul sheet is striclly preserved, otherwise the toals will be
damaged.

LR EHTENRTSEOSE. BHEREREHARK(2D0).
Please provide us the detail size and stamping angle. Please provide 2D

drawing for special shapes.
A HBESESY, REEEHRERIPE, TREHEG.

New guide structure, forming surface received good protection, not easy
to bruised.

[+ ]




Multi Scribe (Form-down)

A B % o

Changeable Punch Tip

BXER

Related Information

EHEERES

Machine Model

W Lot 28

Material Type

A EREEE
3 Type of Springs

RATE TOOLING IS

BR{ER AL

Requested Station

FHiE ( Usage )
1. AFERET, NEEE. ETEP G EE.

Used to scribe graph, logo. help customer to manager suppliers.

2.\ Eak, WERS, BURESE.

Scribe Welding line, bending line, locating line etc.

I ( Notice )

1. BT,
Punch without sheet is forbidden,

2 TEEARE RSN,
Adjusl spring to use to different sheet.

3. HIENF A0 1-0. 3mm,

Proposed Scribe depth is 0. 1-0. 3mm. cial control program,

4 BBHEE: BT.

Form-Down.




Rate® JEEE1E R B 22 512 B THICK TURRET FORMING SYSTEM

Characters Tool (Form-Up/down)

* 7k B 5 E B
ABCDEFGHIJK LuVias
OPQRSTUVW Xives

0123456789

L)d 5 =6
* PHBE E.
pARE R R R HE
Order Parameters H=3.175mm  H=d76mm  H=6.35mmf
A B
C T
* FRRTHE
= & | AR~ | BRT | CR+
3.255% | 3.175mm | 6.35mm | 19. 05mm
4.85F | 4.76mm | 7.94mm | 19. 05mm
6.45% | 6.35mm | 9.52mm | 19. 05mm

TARE, MEDH (B, &R, THEWN)

AE | EHan|EHms) | E s
O.1mm | 1.6KN | 4.4KN | 13.3KN
0.2nm | 3.6KN | 10.7KN | 30.2KN
0.3nm | B6.2KN | 16.9KN | 48.9KN




]
(A il il ., =
H_n" a" 8
] ] =] B =
B=10+1.2x%
Bl FEWAE, WFE, MFE, RLBnE B: & /8] B
- T-HRHEE
Threaded Extrusion (Form-Up/down
( P ) 1.2: &R
4 FL R ~F= (0. 56-0. 59) XA
C=0A+1. 3T
N e A | P i
= - Lo CE o
Tl T T e
| 6] T~
Upwards Downwards
HXER AR S|
Related Information Order Parameters
A g
i A B
WmIHeen
Material Type Cr e H
ERERILM
Requested Station T
JETSEEI ( Notice )

LEHRRAEN TR, BmEREAEE. Hid®E. 5EN, BahIlamm.
Pre-punch hole need to be punch before extrusion. The extrusion height as same as sheet
thickness normally. If the extrusion height more than 1.5 times sheet thickness, the pre-punch
hole need to be enlarged.

CMIBEFATENEESF, BOOBHAEHE. )
Process program must leave unload time, the top of extrusion hole has a slight slope.

TR KR AR . IBHR2. 3mm, R 2mm; REIEEH=2T.
Max process sheet thickness: C.S. and Al 2.3mm,$.8. 1.2mm; forming height H=2T.

4N HRERFETRBER G ISR S R EREERT nFAILE B #ing .
The special requirements of punching and extrusion multiple tools are available. But the
forming shape isn't as good as pre-punch hole first and extrusion.

AEHE. FEREREITHTRERNAEA.

Different materials, different thicknesses need to order a different coefficient of the tool.

G EMMES B LB ARILXNDTE.
The extrusion hole size is different belween manual tapping and automatic tapping.

AHERSORA TR SREMT.

Cold rolled sheet extrusion tool can not be used for stainless steel sheel.

P

el

o

-

BahmnilRT&E %
wET 0.8 1.0 1.2 1.5 2.0
BOANFLEE || B sE (A fl| 8asE MArl BiasE (A fl i E (MAf  BasE
M3 2.6 1.3 - W 1.3 2.0 1.6 2.0 1.6 2
M4 3.4 [20] 1.8 |20 2o [20] 22 |23
M5 4.3 23 2.3 2.3 2.5 2.8
Mé 5.1 3.0 2.6 3.0 3.1




Rate® |2 5% 18 pi B 22 51| #2 B THICK TURRET FORMING SYSTEM

Special Extrusion (Form-Up/down)

[ E @

Upwards Downwards

R L1 |
- R L1
vT—-v
W1 W W1 W
4
| L L

AXER TS5 %

Related Information Order Parameters
EREERES
Machine Model N L T L1
W T At 268y B W
Material Type

R W1
BREAIT
Requested Station S H
JEREIN ( Notice )

1WA M T AT, @amEEEERE. SR . SIS, FARfLamk.
Pre-punch hele need to be punch before extrusion. The exlrusion height as same as
sheet thickness normally. If the extrusion height more than 1.5 times sheet thickness,
the pre-punch hole need to be enlarged.

MIEFHFENEERF, SaOBNAHEaE.

Process program must leave unload time, the top of extrusion hole has a slight slope.

IoMIMAHMPAE. BR2. 3mm, FHEHEE. 2mm; REEEH=2T.
Max process sheet thickness: C.S. and Al 2.3mm,5.5. 1.2mm; forming height H=2T.

4 AREHERFTREERGHASLESRERERT 0B EHHILE .
The special requirements of punching and extrusion multiple tools are available. But the
forming shape isn't as good as pre-punch hole first and extrusion.

5 FEHER. FTRBEEFETHIRERRESEA,
Different materials, different thicknesses need to order a different coefficient of the tool

6. AL ABLRTTRT AHREEMNT.

Cold rolled sheet extrusion tool can not be used for stainless steel sheet.




FE: ODEFILE. Dea#EaE

Emboss and Extrusion (Form-Up/down)

D D

D1) 1——

;

ad
ORTaIoR S S ] =LA S ET L
Upwards Malding Downwards Molding

L1

L1

L W1 W
'I_E )
L- L-
=%
*ﬁ ;{;. %— E‘ Order Parameters
Related Information D ol
FRAEERES D1 L
Machine Model
0 T b e Rz L1
Material Type H W
ERER TN
Requested Station H1 W1
R : 5
FEREEI ( Notice )
1. & FREY M A E MR EE AR AL,

Reasonable angle and round angle ensure a betler molding.

LHHAE. B, ERERNEERY.
The special heigh, angle and round angle will increase the stress of materials.

3. SUTRELR AR BN SR M R E o TR .
For thosa higher and deeper moldings, the materials should be smooth or
lubricate the panels when processing.

4. SRR RE.
The reasonable angle should be 70 degrea.

5. et AR A T SR AR .
The best height of the molding is less than 3 times of the thickness of the panel.

& BHIEARFLE TGRS, SRIE@D=51+ Od.
In order to prevent weakening the intensity of lower die when punching,
must ensure that @D=>5t+Gd.

7 (ERRRIEEREMEAEIeRE, phiris.
Process program must leave unload time, prevent pulling sheet,




P& =l 24t £ 5 B Z 5148 B THICK TURRET FORMING SYSTEM

Al e, HEER, ZhP8R
Emboss (Form-Up/down)

T

r—écﬁﬁ

R= a1
A

[i] I e 24 [f] T RERY
Upwards molding Downwards molding

L1 R L1

R |t— | ] ——=]

ﬁ

W W1

*

BXER RS

Related Information Order Parameters
FEREERES
Machine Model A A
EmIaaas B C
Material Type
H L
ERERIM
Requested Station L L1
W W1
R L

B ( Notice )

1AM MR RIEEFAARE,
Reasonable angle and round angle will ensure a better forming.

TR A, MAE. [ miSMme e .

The special height, angle and round angle will increase the stress of materials.

3. 55 S Y AU BB A RO AR R o TR R AR 4
For the higher and deeper forming, the materials need to be smooth or lubricate
when processing.

(5]

4. STEA R0 .
The reasonable angle is 90 degree.

S.mEMARSEEMERELLA,
The best forming height is less than 3 times of the thickness of the sheet.

6. 18 P Ao o 35 5 38 7 BA 7 R A4 EDEL i ()
Must leave enough unload time when program,

TR ER. TRERE: FIRE. ®RE.
Can processed shape: round. Can forming top surface: flat surface, spherical
surface.




MR R BN ELE/ET)
A& TS Bailh 3RS
Bridge (From-Up/down)

°(45°)

+ ﬂ‘“’r' iy ;.—E( /JEHTL

4
ik ——l(M} |—— C

Q’(45%)

HXER a2

Related Information Order Parameters

FREERE

Machine Model N A —— A1
J

WinTHR R a° c

Material Type

ERERIA D T

Requested Station

iEFEIN ( Notice )

LERFBEATFRES . SEME, FAHREAMATFI. 8mm,
Bridge width must larger than 1.5 times sheet thickness, Bridge width must larger
than 1.8mm.

2. 1F P B 48 32 0 B T B R G5 B0 DL )

Must leave enough unload time when program.

IHMAREBZARAQERSNE, STERNDIFRER. .
The tools are designed according to the sheet thickness which provided by customers,

s0 it can not process different sheet thickness.
4-&??;%%&1@%#!]*%%. el i, WRA, ERNETL AREE,

Please notice the min. distance between the bridge-hole, we can design single brige
and double brige tools and forming top surface can be flatand arc .

S EATFHEANPHTE, AESEENRYEEEE. SEEE, THWAEERN.
Forming height: M.&. and Al are 1.5 times sheet thickness, 5.5, is 2 times, because of

different sheet ductility.

b RERTR AN ENFRERYENEARMTM.
Bridge has light sunken after forming, if thin sheetis narrow and long.

=]
)



Rate® 5% 15 pi B! 2 %145 B THICK TURRET FORMING SYSTEM

AE: EFER
Lance and Form (Form-Up/down)

Cc
| C I
> e | i
T £
1 . i
HXER ARICE %
Related Information Order Parameters
ERRERES
Machine Model e R
i TH e 28 B H
Material Type —
ERER A
Requested Station C T
D
[y I.|7
LRI ( Notice )
1. — MR R e R B — R
One set of tool just for one kind of sheet thickness.
2. iR R B R S0 A i) .
Process program must leave tool enough time to strip.
3.8 AEE: ELE/MET,
Form-Up/Down, -




B BRR SR FAAER
SheetMarker (From-Up/down)

Hmﬂ I ¢
i | BRZART®E
Ce——— -
f F o T1u L mART
* H>0.4 B 25 mm
C 45 mm
i I e il F A D 70 mm
Upwards molding Downwards molding
HXER AREE
Related Information Order Parameters
FRHEERES
Machine Model B H
W T s aa
Material Type L T
ERER I

Requested Station

FEREI ( Notice )

£ T Y P U Y O SN, FR A 0. 4-0. Smm.
The ideal height makes a clearer forming, the standard heightis 0.4-0.5mm.

2EEHBIEARSMNER, RIEAENESEMARS.
Enough space between each stroke, ensures a complete forming as well as
the longevily of tooling.

3.5 42 4 BT A [ R R 4K

Please provide us the clearly drawing.




P& Il =it £ B Z 5148 B THICK TURRET FORMING SYSTEM

A2 BXFLE. BUARFLIE
Closed Louver (Form-Up)

EHREMEEERYT

T4 IhE AR BR HR st

R--..__ _I. D 60mm 10mm Smm
B D 80mm 10mm Hdmm

—_— C ~ 3T D 80mm 12mm Smm

| D 80mm 15mm Smm

v D 80mm 12mm Gmm

D 80mm 15mm Gmm

G 4H

Pl ERTERF1. 5-2. ommR R

HXER PRCES

Related Information Order Parameters
FREgRYS
Machine Model A e H
M IR R B e T
Material Type

& R
EoRkER I
Requested Station D

FEEHIE ( Notice )

1LHRASHER—HE, TEERERETEEA;
Tool is designed by sheet thickness, one set of tool for only one kind of thickness.,

ZAEWE. FESARST, ABEREY, HEHBEMEE,
For different thickness and size, you can just change inserts to save cost,

I EMEHREE A BN E, MRS R EE,
Please leave enough unload time, and pay attention to sheet moving direction
when program.,

A dEREEVEEE (&) TEORTFIER/E, T8 0 &4 M A a2 51
Size A bigger than 3 times sheet thicknass, width is 2-3 times of forming height
(don't include sheet thickness).

5 RRBI AR —MRALRIR T SR A3 415, PEUMA-SHEME,
Forming height: is 3-4 times thickness {don't include sheet thickness), for medium
carbon steel, should be 4-5 times thickness (don't include sheel thickness)

6. At BY R o 0 A A A e A
Higher of forming haight. more serious of reverse pulling.

TOREET 2omBOMRH, BT ABNR, REXT10mm,

R should bigger than 10mm, to avoid corner tear.




ARABEMEGESFN: [ L)

A% BXFLIE. BIARTLE
Opened Louver (Form-Up)

BXES

Related Information

EHEERES
Machine Model

#hn Tt g 2 8

Material Type

BRER AL

Requested Station

FETEIN ( Notice )

1LHASHEERE—E, TREEREFEEA,
Tool is designed by sheet thickness, one set of tool for only one kind of thickness.

2 TEER. TRAMARY, AREHRES, FTHRBAR;

For different thickness and size, you can just change inserts to save cost.

I ERAFEETERE B SE, FEE 08,
Please leave enough unload time, and pay attention to sheet moving direction
when program,

4 AERBIEIE (A) WARTIMERME;
Size A bigger than 3 times sheet thickness.

5 RAIEE: WiE3-4fE1R/E, BiR2-EIME, FHAE-288E;
Forming height: 3-4 times thicknass for mild steel, 2-3times for Al
1-2 times for stainless steel.

6. Al YR < ] A B IR S TR
Higher of forming height, more serious of revarse pulling.

T.HENT 2om@ 04, ATHLASERH, REATI0nm.
R should bigger than 10mm, to avoid corner tear.

ARoE 4

Order Parameters

A

B




ﬂ% Eiﬁﬁﬁﬁ
Nibbling Louver (Form-Up)

A

HXER

Related Information

EREERES

Machine Model

o TH el

Material Type

BERERTIM

Requested Station

FESI ( Notice)

1LEREREGTLLA TR RIER,
Universal guide assembly can be used fo other forming tools.

LABHMARRE— T RAES.
A special insert part is needed when punching stainless steel.

LEMIMEAEES: 3 17mmEBEH, 2 3on T HNE. B
M MIRI-ABHR, RE2-EEE; TERE -2EER.
The max. materiel thickness is: mild steel and Al sheet are
3.17mm, stainless steel is 2.3mm. Forming height: M.S. is

3-4 times of sheet thickness, Al is 2-3 times, 5.5.is 1-2 times.

AMEEEREEREAEY.
The insert part need to be changed if the material is different.

B>31

—ik

ARICE2 -

Order Parameters

A
B
C
D




FER@R SR E LD

A& FHMIE
Card Guide (Form-Up)

i B

i
Foi o
W T TR

P S

b T

T

\
—— F e

BXER

Related Information

ERAGERES

Machine Model

0 A1 A 26

Material Type

BERER A

Requested Station

iEEIEDN ( Notice )
LENTRERT, ABKTEE, TERA.

You just need to change the insert part if you want to
use different size,can save the cost.

D RUREEEATHAREEN2E, SNARSESS
&5 Hh.
Suggested forming height is thicker than 2 times

material thickness, otherwise the distortion will aperea
on the forming part.

TZH

Order Parameters

o O o F




(P& =l 54t B B & 51|48 B THICK TURRET FORMING SYSTEM

AE: EHR, EEOER
Nibbling Rib (Form-Up/down)

L —t \

HXER &8

Related Information Order Parameters

FREERES

Machine Model L - T

Wom I aeny

Material Type R q°

BR{EMA I

Requested Station W— H
AEEFEEMEGHE, 5
F1& (&) R20.

S ( Notice )

LEAMBHHAABNREE,.
The nibbling process strengthen tool is divided into straight style and curved type.

2B ESEARES SRS, BB 5-2 0mm.
Straight style tool's punching step can be adjusted according to the product’ s purpose.
The suggested step distance is 0.5-2.0mm.

IR B A R B TORR A, R A2 A A TR R a2 .
The curved style will be limited by minimum arc when punching,
the min. radius can not less than 2 times of sheet thickness.

AMTEHEA LABMNEAER, K hSpEETHEEMR.

The sheet will has slight impress mark after processing, reduce nibbling distance can relive impress.

SHMASMIHEMAEERAHE 1, FRBENEAREFRRTHRANT, SNEhREFEZHE.
Tools and sheet's thickness are corresponding only, different thickness sheet required different size tool,
otherwise the impress mark of forming will be very obvious.

6. M THMESEE. 882 Tmm, FHE2. Imm. RN <53 5.

Process sheet thickness: M.S. and Alis 2.7mm,S.5. is 2.3mm. Forming Height = 3.5 times sheet thickness.

B SAEL, HHi. RERGEHER.
Forming position should need to keep a proper distance between punch holes, sheet edge and the
machine's clamping.

BRAIMIAHK: B, k5 (BA) . EAFRE (B « kER.
Shapes can be processed are: Round, Rectangle(Round Corner), Square{Round Corner), Oblong.

\ 4

=4




S TR, RS, SRTRUER
Knockout (Form-Up/down)

AT W AR E.

A

HXER T 23

Related Information Order Parameters
ERRERES

Machine Model A

WnITHr AR

Material Type B

BERERILM

Requested Station T

* RETIOMEAR, TRADHHRARE.

EEHIN ( Notice )

13Tt B Ak Bl 75 1)
Please tell us the forming direction before proceed a order.

ZATHEERNEILDUMETL. ZHEALE.
Multiple knockout tools can be ordered. such as double knockout tool, triple knockout tool and so on.

ILEFAMEREEAESITEA.
Puneching without sheet is strictly forbidden.

4 8 i VR AL R R )RR .
Punching depth is adjusted by regulating tools® height

5 ENBTARTREAEMESHEG.
Check the lower die locating accuracy of punch press machine.

LHASHBEN—ME, TREERETREA.
Athickness of material need to use one kind of tools, different material thickness require different tool.

T RAEESAE— I, MARERGNTERSTHAEEME FH.
The forming height will go beyond 1 time sheet thickness, if you need to leave space, a flat toal is needed |
to order too.




P& I =l /54t 15 pi AU Z 5148 B THICK TURRET FORMING SYSTEM

AlE: BIMLIR., BrEmEE, RBRLT R
Thread Form (Form-Up/down)

HXESR PRICE -
Related Information Order Parameters
FRHEEARS

Machine Model A

wmIt s

Material Type M

EREMAILN

Requested Station i g

SEBIT ( Notice )

1. 42 M 7EED. Smm-1. 2mm.
Sheet thickness 0. 5mm=1. 2Zmm,

2BAE: BLEET.
Form-Up/Down.




Lo

AE: BERTIEREA
Thread Loop (Form-Up/down)

HXER

Related Information

EHEERES

Machine Model

WL R

Material Type

ERERIN

Requested Station

FEME ( Notice )

THERBESHRHAAFT—THER, BEE. 51-3.
Atransitional area generally among 1.5t-3t must be applied when the
molding will be completed.

2HEEAAARFOERS.
The opening diameter of inner hole should be provided.

NIRRT RIS,
Please provide us the screw specification orgive us a sample,

4. e FEM A M T .
Processing in the edge of sheet material.

PR

Order Parameters
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-
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P& (=0l 4t 12 B B Z 51|48 B THICK TURRET FORMING SYSTEM

FE: MFLER, A7), FEMBMR, MRA
CounterSink (Form-Up/down)

L > [
!

P
= o Tl
'
! Y - A )
J Reopc® Loes]
o) F fia] I
Downwards Upwards

iEEHIm ( Notice )

1 REBIp M IR, AEMPFLEERAERNILERE.
Need pre-punch, holes' depth is adjusted by regulating the pre-punch diameter.

2Rk EH M-, TRIEEEHAFRR%.

The countersink punch corresponds exclusively to one Sheet thickness. Different kind of thickness sheet use different punch.

S EMERIAEMERSFREFRE, FRUNNHTR.
Material around countersink hole will be extruded after forming processing.

A3 T 88 oY T 9 B Ok 4 TR 5 O Rk BY. 32 4T H R ) Sl AR AR

It needs speacial insert punch design for forming on a larger plane or special extrusion

5. FLA0 TR 8| 4R BB KT Omm (t=1. Omm) . 2K 45 83, 2om.
Min sheet thickness of Countersink process must than 1.0mm {(t=1.0mm) . Max sheet thickness is 3. 2mm.

ERHESHFIBEGHEAER. WTRRS P, CIENAEEMAITEIE.

The overall structure is not easy to lead sheet deformation. Can be configured to several punches, then this tools can be used for
different sheet thickness.

HXER ARCEE

Related Information Order Parameters
EREERES

Machine Model A T
W T8

Material Type B P
BERERIT

Reqguested Station C




EZ{R B!
AE: HEZFLER

Cluster

BB ( Notice )
LILSFLE B R RT3 2mm, 28 X T W HRI2(E .

The space of holes must be over 3.2mm or 2 lime sheet thickness.

2mIeEEd B THAS, BEUEBERFATILE
The punching pitch must be bigger than hole size, otherwise will damage the die.

SEIHEAREFERnstlaAEs, JUREEFAFNIERREHEAGH.
The cluster tool has unitary structure and replacement insert structure, we can design
tools according lo customer request.

49 F2. ommEt, WARRITAERE.

Tools designed as full guide structure when punching holes smaller than 2. 0mm.

518 Al o b 50588 B[] — FL O WA
Must avoid repeat punching of same hole, C

6.5 £+ 3 1k 89 % oD IR T o B i .

The quantity of punch inserts depend on machine's pressure force.

HXER

Related Information

EREERES

Machine Model

PR

I
Efu%ﬁ?gﬁj Order Parameters
W THE 2R
Material Type A E
ERERIA
Requested Station B N P
Mﬁ.RO\ RE| OB\ 30\ HK%
Shape: RO, RE, OB, SQ, HX, etc e . 000000 0. P1
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Pt/ REEITE Order Form

&FS PO.NO.: HEl Date:
To : Rt SRR E B R AT From:
Dept. : EEEP Page :
Tel. : 0755-2904 3483\82\81 Tel. :
Fax.: 0755-2904 3480\ 8977 4842 Fax. :

FS|RAEM | I | Bk R TR BB [ B (BB S =3
it. |ToolType | S$tn. | Shape| Size Name Cl. | Unit| UnitP | Qty.| Total Remark

1

2

10

1"

12

13

14

15

16

17

18

19

20
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B /REM RS &

EREFEA

: o
AGI 35 H B 714 ! MG13558 B [ &) 71 g5 #1 : LG 3548 B [ &) 71 5541

Rate
mﬂllﬂiﬁéfHTF #E FEBE

li!‘.ﬂt mﬁll?ﬁ?ﬁi‘*%‘f EJ‘E“":*: Eitﬂ%%ﬁlﬂ% IiL%E{E)Ff
Add: Building 3(E), Xinwel 3rd Industrial Area, Dalang North Rd., Longhua
New District, Shenzhen City, Guangdong Province, P.R.China

Tel: +B6-755-2904 3481 2804 3482 2904 3483
Fax: +B6-755-2904 3480 P.C.: 518109
E-mail: hn@ratetooling.com

www.ratetooling.com

5 85 45 /7 4 5L A R A

T ———

Add : No. 128, Dongting North Rd., Taicang City, Suzhou
Province, P.R. China.

Tel: +86-512-5366 8628 Fax: +86-512-5366 8698
E-mail: hd@ratetooling.com
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FREzEEWESE
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