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MOVABLE CARBIDE PILOT PUNCHES

PRODUCTS DATA

A

Shank diameter | [0
Type T Catalog No. Shape
—Tip R type— s
@ WSUPT 02 (003 ) Lapplr&g
—Lapping— L
— | D L—WSUPT
—TiCN coating— 6 R=0.3
H—WSUPT v /
e —————n] - TiCN coating
e +0.01
A—wsupT | . g o3 A 0005 (P 0 )
—Lapping— = L' %)
: D008 AL-WSUPT |~
@ =il ) ) (® For the length of tip R, refer to the products data “Punch R length”. BXE" P.1592 (Gl 0.002]
—TiCN coating— [ @ RT=0 with lapping cannot be selected.
AH—WSUPT (@ RT(3%) - If R<8, tip is rounded for safety. To keep the sharp tip (no rounding), specify RT=0. B~ P.1592
V30 (HIP) (@ Although the marks of processing may remain in the center of a Shank end face, it is satisfactory on a function.
—Tapered tip type— =R P g Lapping
[ RoHS | WTUPT | “0800~1.999 | 107 &
—Lapping— 2.000~ 15 6 Lapmag
— Dgs L—WTUPT w (u
—TiCN coating— i R=03 E_E
H—WTUPT u ) : ~4010.002 ]
)
—— - |4 & TiCN coating
- 0 - ;
A—WTUPT G=30 B{ RO4~03 pto0ns (pF00)
—Lapping— p¥es (f=Deam e
- p_000% AL—WTUPT | < +03 : +03
—TiCN coating—| < Lo Yo |C1'0.002 |
AH—WTUPT @ 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.
—Sharp tip angle type—
p lip angle typ m WUPT ; LappmGgL
—Lapping— (u.ua )
——— R et L
—TiCN coating— " 6 R=0.3 Rg O]0.002
R=0.2
v3o(Hip) | H—WUPT /602
88 ~89HRA - I i
m— e Ei G -
3000Hv | A—WUPT |- 15‘ 13[;38_3/ % p 0% (51501
—Lapping— = L3 s i
D208 AL—WUPT ( f )
———— TN ostn—
AH—WUPT
(® Although the marks of processing may remain in the center of a Shank end face, it is satisfactory on a function.
i 0.001mm increments .
Catalog No. 0.1mm increments (With oaling, 0. ingrements) 0.1mm increments Y
Type D L min. max. B
(TipR) (Tapered tip) ~ (Sharp tip angle) 3 42 52 62 1.000 ~ 2.500
(Dg6) WSUPT WTUPT WUPT 2
(n:3:8$8) A—WSUPT A—WTUPT A-WUPT 4 42 52 62 72 1.500 ~ 3.500
—Lapping— 5=B=23 I
(Dg6) L—WSUPT L—WTUPT L—WUPT 5 | 42 52 62 72 2.000 ~ 4.500 TICN coating
(000%) AL—WSUPT ~ AL—WTUPT  AL—WUPT 5<B=L/2=23 3
—TiCN coating— 6 42 52 62 72 2.500 ~ 5.500
“Jo_ﬁg - H—WSUPT ~ H-WTUPT  H-WUPT —
(_po10) AH—WSUPT AH-WTUPT AH-WUPT | 8 | 42 52 62 72 82 3.000 ~ 7.500 5

(® P dimension increment-If coated, 0.001mm increments can be selected for alteration PKC.

| CatalogNo. [—[ L |—[ P |—[ B ]

WUPT6 — 62

g

— P4.320

— B20

B Catalog No.|—[L(LC) |-[P(PC) |-[ B |- (PKC, etc.)
‘!\! Alterations WUPT6 — LC60 — PC2.000 — B20 —PKC— GC30
Alteration Code | TipRiype |™Pgroaii and share 1 Code Alteration Code| TipRiype |™PpramhanestarP 1Code
PC=Pmin./2 0.01mm increments )
SToral | P |@1PCis 0500~ 0958 Bma.is mm. | Bke IR
i\ 2f - —Coating type— B B" = 7o
B P=Pmin./2=1.00 0.01mm increments = ; : =
roughness
Tip diameter tolerance change o clhgng:g wooo
«Normal pH0005 . +0003 _% :I{I> SC Thegaset;nateria(\ji? ﬁnishes_ bef;)re the colating is applied.
. i an be used for coatin es only.
£ PKC |°tapoing +g.o1 +g.005 = R0 R=02
s -TiCN coating PTY 2 T g g GC ::'ip an%lgcsrfnge -
A ' ' >/ =] :b 5° <GC=45"
] @ (® P dimension can be selected in 0.001mm increments. ‘C-U' = A GC el —— o
= o Tip diameter tolerance change g o @ Cannat b use fortapere tp types, '..g
® «Normal +0.005 () = Tip taper length change
i 5 P > £0.002 -1f P<2.0, b~
8 PKY |*Labping . . o 8 < tD:‘ 1=vo=Px283-03 g
< +TICN coating 0 - Y YC 1=YC=PX1.86—03=12 (<]
(® P dimension increment remains the same. YCt§3 h»ﬂLﬁkfn‘g‘ffn';mX*B
Cannot be used for sh
S »m Tip Ris cut flat. ®(igr;r;|cgle€yl:1?a? or sham
j} RLC Allowable range of change =
T3 2=RLC<\P (10—P/4) =
RLCJ,L 0.1mm increments E ‘]:LCI:'> LC Full length change
= ‘ i B+9=LC<L 0.1mm increments
=

Price

Example

ex

MFeatures

(D No height adjustment is required after

regrinding.

(2 Because it is possible to remove the
pilot punch without disassembling the

7
.
¥

die, the number of steps required for
regrinding can be reduced. /8P
(3 Even if a misfeed occurs, because the
pilot punches themselves are moveable, Nop M \ r
it is possible to prevent the punch AN N

from biting into the workpiece or being

broken.
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