DIVISION OF PRODUCTO MACHINE COMPANY

‘ p’E ”Eﬂl l Unitized Hole Punching
and Notching Equipment
-
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V" MATERIAL THICKNESS MILD STEEL 74" MATERIAL THICKNESS MILD STEEL 7" MATERIAL THICKNESS MILD STEEL
REGULAR DUTY MAX. MIN. HEAVY DUTY MAX. | MIN. HEAVY DUTY MAX. MIN.
RD SERIES D | Bt | ot | HD SERIES i | Coist. | . | OT SERIES D | Coier
OT Series discontinued — Replacement
T parts available — See Price Book.
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PICTURE PAGE FINDER

Ya"” MATERIAL THICKNESS MILD STEEL 5" MATERIAL THICKNESS (RD) AND s” MATERIAL THICKNESS (HD) MILD STEEL
MAX. | MIN. 3" x 3" CORNER NOTCHING
HB‘;";E;IES Biam. | “oist. | No. Regular Duty CORNER NOTCHING T0 57 x 57
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CHANNEL PIERCE W
CP = SERIES \ \ 0 \ l “ .
== < - T g i - "
" i 625 | 2 | 26 Y E. - % l‘ 3 N II
¥ PAGE 39
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TUBE PIERCE PAGE 40
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i ¥ Punches and Dies — PAGE 34 Inside Back Cover

Specifications subject to change without notice.



.250 MAXIMUM PUNCH DIAMETER

125 MAXIMUM METAL THICKNESS

MILD STEEL
DUCTILE HOLDER 3 ll =gy SERIES NO. 4RD-% | BRD-3:
7 ——— ! H
" CAT. NO. 20610 20620
S
3, N S = THROAT DEPTH 4, 812
: { ] 5 ) e
< : o CENTER TO BACK 7 1
150 1507 Vo
RD SERIES HOLDER WIDTH | MIN. CENTER DIST. LEG TO CENTER SHIP WT. LBS. 5.1 65
WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE
EXAMPLE: 4RD-% 20610 125 .131 Round
- 2] - A ol B e ,———FLAT HD.SOC. SCREW X
2 4 I0-32x3/4 (NYLOK) (i
— B -—— |g -— // P —
/S Iy .
—t 4 ! 3212 uppen cuioe—| | |EAP
| : - }( /zy . 3 4 Ll /
o == =il N ) ‘ / §.5.5. 10—32x3/4 /
' v, s I/ LOCK NUT 10—32 e
j6 SLOT FOR g DiA. BOLT /_/
// [v1d
/ _—I2l4 PUNCH BODY 4
A
ARy |
B AN [
P / |HTRF 5 L
1o [ =Y Dr 2
I \ 13 ' BV SHUT HGT.
. } 1T ' 5P
[ — ~< /AT EHT T —— 4420 STRIPPING
| | { { X N 4 SPRING
\ \ o\ ! A2
\ L W ! T - BN,
\ \ s by by O i
\ \ ) \ 32 FcELEE?mmca, 4inR=, ~~32!3 LOWER GUIDE ==
\ \ / v d x|
'3 \ / \
\ it [ \‘-.\ 219 3 —
\ \ gt ; P 32 4320 LIFTER SPRING
\ \ ni " / : DIE HGT.
) | ' AN 2
ik I ' ¥ 1 1 S.5.5. 10—32x3/I6 =
T S— 2510 DIE —— ) €3
— 2' — o
9000 PILOT PIN
«375 DIA.
SERIES NO. A B
4RD-34 42| 1%
BRD-% 82| 2V
STOCKED PUNCH AND DIE SIZES.
PUNCH SIZES 098 .125 .128 .140 156 A7 187 193 203 .218 .250
DIE SIZES
FOR MAT'L J-Ks JO5S 131 136 147 162 178 .194 200 209 .224 256
THICKNESS X;-% J10 136 .140 1353 .168 .184 .200 209 215 .230 262
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312 MAXIMUM PUNCH DIAMETER

125 MAXIMUM METAL THICKNESS
MILD STEEL

SERIES NO. SRD-1 | BRD-1 === i DUCTILE HOLDER
CAT. NO. g0 | 21020 =
THROAT DEPTH % 8% = ?_J
= 1 4 - - Ly
CENTER TO BACK 7 1 = - - =
- ¥ 1.000 1.000 !
SHIF WT. LES 1 | 12 LEG TO CENTER MIN. CENTER DIST. | HWOLDER WIDTH RD SERIES
WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOS NUMBER PUNCH SIZE DIE SIZE  SHAPE
EXAMPLE. 2 4RD-1 21010 125 131 Rownd
'-_-. — FLAT ®D.S0C. SCREW = L] il
I gtk - = —_ A —— i3
- -
$:5:8: D—32s3/4 - —— B —
i LOCE WuT =32 s
By . -
s o £ o T I
] NP2 UPPER SUIDE i i | = -
o ' N I
- ]
' L]
- P4 PUNCH BODY
[ YL _
- - L&V | —~
{cd | B
P | BN\
| =L | .
1484 | L&) 5 FEED
TR ! 32 CLEARANCE
I i g — i
323 LOWER BGUIDE Lﬂ
Lijs BV —
DIE WET. F
=== 4321 LIFTER SPRING ; i
= _; = —
SuSe 5o B33 1 35 1 i L 1 PR
— . !
3 lmeer— 2520 DIE
e ot
$000 PILOT PiN
— ATS DIk
| semies wo.| A | B |
[ a1 [aw]2 |
[ o201 [ 8% | 5% |
STOCKED PUNMCH AND DIE SIZES.
OVi 078 125 178 140 136 171 87 193 203 218 3250 265 281 A2 PUNCH SIZES

DME SITES
FOR MAT

THICKNESS

62 AT

g4

168

| "



.375 MAXIMUM PUNCH DIAMETER 125 MAXIMUM METAL THICKNESS

MILD STEEL
SEMI-STEEL HOLDER 11 5 cpeey SERIES NO. 4RD-1% | BRD-1% | 12RD-1%%
/ /0 |ear m. 21210 | 21220 | 21230
4 CELy - S THROAT DEPTH 4y 8% 12% ‘
< 1.250” 1 25“0,, % CENTER TO BACK 1% 1% 15% i
RD SERIES HOLDER WIDTH MIN. CENTER DIST. LEG TO CENTER | SHIP WT. LBS. 8.9 1.4 133

Before you order, be sure to read the information on the  the “RD” to “RDS™ in the Series Number. See Price Book for
inside back cover. If you order SHAPED hole units, change  catalog numbers of shaped units and punches and dies.

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE

EXAMPLE: 2 4RD-1% 21210 125 .131 Round
|
f— 3 — A
% 4933 < e
PUNCH RETAINER
L — c - % - B =—— Ig 2— — =
~— FLAT HD. SOC. SCREW {
| — ) 10-32x3/4
w { ' e Ul
RECTANGULAR | ( & W s f——
POINT SIZE ‘ ) N y . =55
LIMITATION b FUNCH. BEAD b
R !
w : i6 234 —¢|
125 3474 PUNCH BODY ‘A..'
156 3410 [
187 3250 [
218 3051 | ~
250 2795 4322 f
LIFTER SPRING ' |
MAX, BUTTON HEAD \
SQUARE| .2651 SOC.SCREW \
l/4=20x 172 \
55 — i i
/ SHUT HGT. e
Round holders are ( -
keyed and can be L / E—
converted to shaped \ ‘ ’/" - ]
hole punching with i 9030  Sh—t
a low-cost kit. See \ 5 FEED GUIDE RETAINER /
inside back cover for C‘-E"“"‘CE YT I
complete details i ) dEN 25'3 236 ROUN
A GUIDE ASSY.
/ DIE HGT.
13 i V|
I , ) 1
N f AN 2\ 2530
' ’ 4 Ko ' ! DIE
.
-— E — e
$.5.5. 10—-32x3/16
SERIES NO. | A B C 9000 1]
PILOT PIN L

4RD-14 4% | 1% .375 DIA.
BRD-1V4 8%2| 5%
12RD-1%4 122 | 5% 32

STOCKED PUNCH AND DIE SIZES.

PUNCH SIZES 093 098 .125 .128 .140. .156 A7 J87 193 203 218 250 2585 281 312 328 343 375

DIE SIZES ‘
[Zo LW VNURNRIONTANN 100 .105 .131 .136 .147 .162 .178 .194 200 209 .224 256 .271 .287 .318 .334 .350

IGHE ISR RT 105 110 .136 .140 .153 .168 .184 200 .209 .215 .230 .262 .275 .293 .325 .340 .357
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125 MAXIMUM METAL THICKNESS

.300 MAXIMUM PUNCH DIAMETER

MILD STEEL
SERIES NO. 4RD-1% | 8RD-1% | 12RD-1% |16RD-1% cpsy e 11 SEMI-STEEL HOLDER
CAT. NO. 21610 | 21620 | 21630 | 2140 : / =
L THROAT DEPTH s | 8w | 12% | 6% ! Sses, 4 4
f CENTER T0 BACK % | 1% | 15% | 19% - = = N
SHIP WT. LBS. 13.4 17.3 216 26.0 LEG TO CENTER MIN. CENTER DIST. HOLDER WIDTH RD SERIES

the “RD™ to “RDS™ in the Series Number. See Price Book for

Before you order, be sure to read the information on the
catalog numbers of shaped units and punches and dies.

inside back cover. If you order SHAPED hole units, change

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE

A31
136

136
140

00 .105
05 .110

147
153

444
.450

.381
.388

412
418

.287
293

318 334

340

350
357

256
262

.27
275

.200
.209

.209
215

224
.230

194
.200

.39§
402

162
.168

178
.184

325

EXAMPLE: 2 4RD-13% 21610 125 .131 Round
[ A o 3% . i
—_ ,— 4934 PUNCH RETAINER
2 CLIP — il — L !l -
; — |4 —— la —— B -— 2 C — L
M FLAT HD. SOC. 5
w SCREW 5/16—24x 1 T T~ > w
1 B/4. (NYLOK] — | — 1 } RECTANGULAR
TS 1249 PUNCH HEAD - |3 { — POINT SIZE
____/ S = LIMITATION
N s
[ 1 " ) w B
{81 ) 125 4840
1244 PUNCH BODY I 156 4750
187 4636
218 4499
p— ) - o .250 L4330
| R 281 4135
.\ f [ I“" o . S 312 3907
Jud 4323 LIFTER SPRING f ‘p’ﬂj :"E.:t'-'-“ ‘ . 343 3637
win [ARIR N 4 S
: | N A Y / . MAX.
5% N | DA S / B SQUARE 3535
[ it %%
BUTTON SHUTHET |\ |4 [.,.1 I \
HEAD L K “’ 1 N
T soc.SCREW ( s % —4 AN |
R | Vam20x12 ~ = | /‘ / Round holders are
-—— b 7 FeED {1/ [/ keyed and can be
L 9030 GuIDE 32 cLEARANCE / / converted to shaped
RETAINER / hole punching with
. / a low-cost kit. See
: inside back cover for
SY ,% complete details
1 N -
S.5.5. 10-32x3/\6
03 2540 DIE = % [
o SERIESNO. [ A [ B c
8000 PILOT PIN
TRTE Dl 4RD-134 4% | 17
J 8RD-134 82 | 5%
12RD-1% 122 | 5% 3%
16RD-134 16%2 | 5% 5%
STOCKED PUNCH AND DIE SIZES.
1'.098 25 128 140 156 A71 < 87 193 203 .218 250 .265 .281 .312 S28 343 375 390 .406 .437 .500 PUNCH SIZES
DIE SIZES
FOR MATL ]{2-}/{5

THICKNESSKs-1%



1.000 MAXIMUM PUNCH DIAMETER

125 MAXIMUM METAL THICKNESS

MILD STEEL
e 11 copsr SERIES NO. 4RD-2% | BRD-2% [ 12RD-2% | 16RD-2%
“'\\"Et ' 1/ 5‘ CAT. NO. 22210 | 22220 | 22230 | 22240
‘ L!:rm 4 .S THROAT DEPTH a2 | 8w | 12% | 1e%
T, " e b ~ 2o CENTERTOBACK | 7% | 11% | 15% | 19%
- HOLDER WIDTH | MIN. CENTER DIST. | LEG 70 CENTER | SHIP WT. LBS. 185 | 245 | 286 | 311

the “RD” to “RDS" in the Series Number. See Price Book for
catalog numbers of shaped units and punches and dies.

Before you order, be sure to read the information on the
inside back cover. If you order SHAPED hole units, change

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE

EXAMPLE: 2 4RD-2% 22210 .250 .262 Round
L - 35! A =
4935 PUNCH —
w _— C -— 2'— - B - I% —— |4’— -— RETAINER R)._.j
RECTANGULAR FLAT HD. SOC.SCREVll
POINT SIZE _ 1/2=20% 1 (NYLOK) gl
LIMITATION (" T i ‘ o \
[ / ) LY = S————7
w L ‘ . I B N\ =
‘ v/ — R 1 ! — 1259 PUNCH o
125 9921 4 } 4 } -~ HA{eH { & %: HEAD — ‘ T |
156 9877 - — : T A N1/ A<l J 5
187 9823 | 9 T\ = ‘ '
218 9759 i e SNo—" / [
250 9682 ' . / ! !
a1 P 254 PUNCH
312 9500 ! —
343 9393 P BonY B
375 9269 :
406 9138 e e o — J—a324 LIFTER L
437 8994 AT T TR, ' SPRING
.500 8660 Caniiz A s
562 8271 v 11 AN = BUTTON —— |
625 7804 / ™ YR e rv ' A HEAD SOCKK
687 7267 / A F SV R scney 1420212 § T
/ \\ T rJ i’\’ 1 1 SHUT HGT. | “""q—"—:_ —
MAX. f k P r-l-_ “_\. ] Ly
SQUARE .7071 II et VY __-:h Tt —
| - | 1 L=t i —_— L
\ i S s [ I =
‘ ! S === NN BN = |
L\ e L 9030—
\ O\ \ \ L7 reep ~— ¢ GUIDE RETAINER [ |
Round holders are L\ \ 32 CLEAR. T—— "1 = 1966 SHAPE e e
keyed and can be \ \\ ‘ - _J I "NA Soioome, L Y
converted to shaped \ o\ N 4T \ 1 1 Y 4 zigz -
& ot na with \ O\ S 1 \
hole punching wit O\ " .‘ \ | DIE HeT.
a low-cost kit. See \\ by 'z \ \ "\
inside back cover for \ \ > S = ————
complete details N o35 <+ : S+5.5. 10-32 x 316
S~ 1 WL N4 2 Y E e
T N 2550 DIE — &
— |-
SERIES NO. | A B C 9000 PILOT PIN— 1]
4RD-2V4 4% | 1A «375 DIA. L
8RD-2": 82 | 57%
12RD-2V4 122 | 5% 3
16RD-2%4 162 | 5% 5%
STOCKED PUNCH AND DIE SIZES. g'
PUNCH SIZES 250 265 .281 31> 328 .343 375 390 .406 .437 500 .531 .562 593 625 656 .687 750 .812 875 .937 1.

DIE SIZES
FOR MATL %-Y,
THICKNESS X%

B

334
340

256
262

271
.275

.287
293

318
325

3350
357

381
.88

396
.402

412
418

444
450

506
512

631
637

662
670

694
700

756
762

818
824

881
.887

P44
.950

1.006
1.013



2.000 MAXIMUM PUNCH DIAMETER 125 MAXIMUM METAL THICKNESS

MILD STEEL
SERIES NO. 4RD-3 | 8RD-3 | 12RD-3 | 16RD-3 m=ry - /1 SEMI-STEEL HOLDER
| CAT. NO. 23010 | 23020 | 23030 | 23040 po=Y
:‘f THROAT DEPTH 41, 8% 12% | 16% + CEL g_F e
) CENTER TO BACK % | un | 15% | 19% 1%,; : 3008 e \
SHIP WT. LBS. 25 | 301 | 378 462 LEG TO CENTER | MIN. CENTER DIST. | HOLDER WIDTH RD SERIES

Before you order, be sure to read the information on the  the “RD” to “RDS"” in the Series Number. See Price Book for
inside back cover. If you order SHAPED hole units, change  catalog numbers of shaped units and punches and dies.

L
WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE w
EXAMPLE: 2 4RD-3 23010 1.500 1.515 Round RECTANGULAR
POINT SIZE
LIMITATION
w W L
| FLAT HD.SOC. SCREW —- A - 3y - .
LLs 3/8-24x%1| 125 1.9960
(NYLOK) - Bl 1 - | - C 156 1.9938
T 1269 PUNCH HEAD . ¥ ® 187 1.9911
—=f ' - 218 | 1.9880
c——t—— T ~ ===, == .250 1.9843
= y .281 1.9826
= ’ 312 1.9754
3 "4 343 | 1.9702
s — 375 | 1.9645
/ i - |V T8 [ 406 | 1.9583
| c— >— 4325 LIFTER SPRING — ] ] ,: 437 1.9515
<t .~ FLAT HD.SO0C. " g —_— .500 1.9364
=r==<‘ | SCREW |/4-20x 12 \ . 562 1.9192
=) \! — 625 | 1.8998
2 [T ——1— 9030 GUIDE RETAINER &6B7 1.8781
- — . 750 | 1.8540
4425 STRIPPING SPRING—
6 REQ. N 812 1.8275
R SR 875 1.7984
‘ ‘ i N\ 937 | 17666
‘ —3 - o 1.000 1.7320
‘ O 1062 | 1.6944
» 1.125 1.6535
i — 1.187 1.6092
5
SHUT HeT. e i \\\ 1.250 1.5612
e 1  J < %\ 1312 | 1.5090
—_— - S 1375 | 1.4523
I8 1260 PUNCH h | / 1.406 1.4221
ts | i e [/ r MAX
g / [ | [ / :
' CLEARANGY I SQUARE 1.414
— — % / [/ /
s ' f
i [ Ff
| S 2880 OIE 3 '3 | . / Round holders are
P — DIE HaT. | keyed and can be
| B | converted to shaped
- | 3 hole punching with
$:85.5. /4=20x I/4 s
ke a low-cost kit. See
—.....a; 9000 PILOT PIN . '% = inside back cover for
«375 DiA. complete details.
SERIES NO. A B c
4RD-3 42| 1%
BRD-3 8%2| 5%
12RD-3 12%2 | 5% 3
16RD-3 162 | 5% 5%
PUNCH AND DIE SIZES.
v - 1.000 1.125 1.187 1.250 1.312 1.375 1.437 1.500 1.625 1.750 1.875 2.000 PUNCH SIZES
DIE SIZES
1.133 1.195 1258 1320 1.383 1.508 1.633 1.758 1.883 FOR MATL J4-K,

1.140 1.202 1.265 1327 1.3%90 1.515 1.640 1.765 1.890 THICKNESS X%




3.500 MAXIMUM PUNCH DIAMETER 125 MAXIMUM METAL THICKNESS

MILD STEEL
SEMI-STEEL HOLDER 1 11 e SERIES NO. 12RD-57; | 16RD-5%
. S 5 /2 CAT. NO. 25530 | 25540
§\‘ 3 i & THROAT DEPTH 12% | 16% \
- i s 21}{5,; : CENTER TO BACK 15% | 2%
—~  RD SERIES HOLDER WIDTH | MIN. CENTER DIST. LEG TO CENTER | SHIP WT. LBS. 70 100

Before you order, be sure to read the information on the the “RD" to “RDS” in the Series Number. See Price Book for
inside back cover. If you order SHAPED hole units, change catalog numbers of shaped units and punches and dies.

L
w
RECTANGULAR
POINT SIZE
LIMITATION WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE
w L EXAMPLE: 2 12RD-5"% 25530 1.500 1.509 Round
25 3.4977
156 3.4965
187 3.4940 - A —— —
218 3.4931
250 3.4910 B . 3
281 3.4886 - T T 16 -
312 3.4860
343 3.4831
375 3.4784 LT - = e i
.406 3.4763 s x
437 3.4725 T +—4 t g
.500 3.4641
562 3.4548
625 3.4422 R /
687 3.4317 \ { ¥ —y | R - | ol kg =)
750 3.4186 g | T ‘ vP
812 3.4043 A : y I
.875 3.3888 ) / [ Q
937 33721 - %
1.000 3.3541 f— LB | > ]!
1.062 3.3348 - i |
1.125 3.3142 y —F s | !
1.187 3.2923
1.250 3.26%90
1.312 3.2291
1.375 3.2185
1.406 3.2050
1.437 31911 el
1.500 3.1621 16 N AT |
1.625 3.1010 — £14 ! | g,
1.750 3.0310 A b 2 REQ
1.875 2.9553 i =4 =
2.000 2.8722 MALUFSS-I A | ME—PeT N 53
2.125 2.7810 - =y | 3 18 SHUT HGT.
2.250 2.6809 : —+ U1 b V¥
2375 | 2.5708 1 i aai( '
MAX T i —T - 1 @] 2490 DIE
SQUARE 2.4748 ; + ] ‘_‘;?;21_!
Round holders are ] 1 . i aad XA o1
keyed and can be R .
converted to shaped a 9 P B
, - 22 - A
hole punching with o
a low-cost kit. See
inside back cover for
complete details
SERIES NO. A B
12RD-5'%2 122 | 3%
16RD-5% 16% ] § PUNCH AND DIE SIZES. Q-
PUNCH SIZES 1.500 1.625 1.750 1.875 2.000 2.125 2250 2375 2500 24625 2750 2.875 3.000 3.125 3.250 3.375 3.500

DIE SIZES
{eL R VAL NI 1.509 1.634 1.759 1.884 2009 2.134 2259 2.384 2.509 2.634 2759 2.884 3.009 3.134 3.259 3.384 3.509
IGUG IR 1.516 1.641 1.766 1.891 2.016 2.141 2.266 2391 2.516 2.641 2766 2.891 3016 3.141 3.266 3.391 3516




PIERCE-ALL HEAVY DUTY UNIT BONUS BENEFITS

The HEAVY-DUTY series of units are designed to perforate mild steel up
to ¥4 " thick in a range of round hole sizes from .093 to 2.000". An unlim-
ited range of shaped holes can also be punched with the maximum size of
shape restricted only by the body diameter of the punch in any given unit.

“SKNHRD” GUIDE HOLES are tougher and resist wear longer providing
greater accuracy and efficiency.

SEMI STEEL or DUCTILE IRON HOLDERS for strength, long life and
ruggedness plus FLAT, SQUARE MOUNTING SURFACE for accurate
hole placement.

CRUSH-PROOF DIE SEAT results from a DUCTILE casting being used
and prevents die tipping, canting, breakouts, loss of concentricity.

FRONT SERVICING permits fast hole size changeover without removing
unit from set-up. Maintenance and down time savings are also provided.

PUNCHES AND DIES are made from high quality tool steel to precision
tolerances, insuring long life and 100% interchangeability. A wide variety
of hole sizes including shapes can be pierced with each unit increasing versa-
tility and keeping the units in production and not on the shelf.

PILOT PIN MOUNTING

ALL PIERCE-ALL units are equipped with Pilot Pins accurately aligned
with die and punch centers. When units are set up with TEMPLATE
MOUNTING, accurate location of the most complex hole patterns is
insured.

ADVANCED DESIGN shaped hole units are effectively SIMPLE. There
are no unnecessary parts, nor special expensive extras. Standard dowels, in-
serted in the holder, serve as keys for punch-guide and die positioning, when
perforating shaped holes.

ADVANCED DESIGN is ECONOMICAL. One shaped hole punch-guide
will accommodate ALL shaped punches within size specifications of the
unit. Broached keyways in punch-guide enable 90° rotation of shaped
punches.

Punches and dies can be changed rapidly and efficiently without removing
unit from set-up, or changing punch-guide.

ADVANCED DESIGN is ACCURATE. Concentricity of hole and pilot
pin—accurate line-up of shaped punch and die—clean-cut perforations; these
are the result of the built-in craftsmanship, that are an integral part of every
unit.

Heavy Duty Series Units in the larger sizes, embody the same efficient AD-
VANCED DESIGN features with modifications in keying.

For part numbers of complete units and replacement parts, consult the current price list.



437 MAXIMUM PUNCH DIAMETER .250 MAXIMUM METAL THICKNESS
MILD STEEL

OVETHE WADES 11 = =y SERIES NO. 4HD-1 | BHD-1
,_‘? CAT. NO. 31010 31020
w LAY % THROAT DEPTH 4% 8%
S~
. i -y - -
’ ’r CENTER TO BACK 7% 113%
1.000" 1.000 %" 5
- HD SERIES HOLDER WIDTH | MIN. CENTER DIST. LEG TO CENTER | SHIP WT. LBS. 95 | 101
Before you order, be sure to read the information on the the “HD"” to “HDS" in the Series Number. See Price Book
inside back cover. If you order SHAPED hole units, change for catalog numbers of shaped units and punches and dies.
WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE
EXAMPLE: 2 4HD-1 31010 125 .131 Round
= 3% -1319 PUNCH HEAD —(__| ]
9102 |
PUNCH _p 3
LIFTER
L RING |
w 900 PUNCH RETAINER } |
| ]|
RECTANGULAR ~ ‘
POINT SIZE 1 — j TV |
LIMITATION } i
w L
~%5 - 9030 GUIDE RETAINER ‘
125 419 1/4-20 x 172 BUTTON ‘
156 406 HEAD SCREW \
187 395 - T
218 377 Y | Ty I324 PUNCH BODY
250 359 : _ )
281 332 | .
MAX.
SQUARE 309 3 LJ
ol
SHUT HGT.
Round holders are / \ . ‘
keyed and can be /\ - \ 4531 STRIPPING
converted to shaped 7 \ ‘ ! ' SPRING
h(')\g punchi ng with /-’f /" \ |
a low-cost kit. See [/ \
inside back cover for [ \ 4 F———) GUIDE
complete details |\ 1‘\ ./-" 5:5 FEED CLEARANCE ROUNC
\ |\ } ) ,
\ | .
\ \ | | \ [
SERIESNO. | A | B | \ 5
4HD-1 4% | 1% ' RN ;
8HD-1 8% | 5% \ \_\:‘*‘I e 3% 4332 LIFTER SPRING
DIE HGT.
3
|4 " 1
g 5 V=% e
- T LLi ) 7\‘4 ] % 1 2120 DIE —
L .
Jdw L §.5.5. 10— 32x3/16
32 .
9000 PILOT PIN '--:4
+375DIA.
STOCKED PUNCH AND DIE SIZES. t
" PUNCH SIZES 093 125 .156-.187 .193 203 .218 .250 .265 .281 .312 .343 .375 .406 .437

DIE SIZES  }4-Ms
FOR MATL X%
THICKNESS  Va-H

HeY

4N



.437 MAXIMUM PUNCH DIAMETER

.250 MAXIMUM METAL THICKNESS
MILD STEEL

SERIES NO. 4HD-1%4 | BHD-1% | 12HD-1%4 ey 1 1 DUCTILE HOLDER
CAT. NO. 31210 | 31220 | 31230 / F
, s PN
B THROAT DEPTH 4 8% 12% & 4 .
CENTER T0 BACK 7% 3 Fo% i, !
C 4 1‘ Y4 15% 1%2,, 1.250
SHIP WT. LBS. 108 | 134 | 154 LEG TO CENTER MIN. CENTER DIST. | HOLDER WIDTH HD SERIES

Before you order, be sure to read the information on the
inside back cover. If you order SHAPED hole units, change

WHEN ORDERING,

the “HD" to “HDS" in the Series Number. See Price Book
for catalog numbers of shaped units and punches and dies.

SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE

EXAMPLE: 2 4HD-1% 31210 125 .131 Round
11329 PUNCH HEAD—,
%’
o | i
1% 9102 — 5y - 1% 'HB"‘/&""C‘-"
PUNCH
LIFTER ) "\\ i
RING - ! e -
) . i ’
- ——
¥ N
[ L - N N
bt
6 L
9030 GUIDE RETAINER —— w
1/4 20 x BUTTON HEAD SOC. SCREW
! i AT RECTANGULAR
| 1324 PUNCH BODY [ /R =] POINT SIZE
(. < : :Eﬂ LIMITATION
A= w L
# "T—I L)

LJ ly 1 | t’(j« 125 419
— 85 {3"{‘: S 156 406
T - N | Sy
G SHUT HGT. C»_‘, TS) 187 395
— = e I 218 377
. > : i 250 359
L /RN V4 281 332
=) 4532 STRIPPING f‘. < )

— SPRING —— / (! % ‘," / MAX,
; H 9 1/ SQUARE  .309
: le—a‘,-.__(___ L
LA [F3 \ :
H: { AN
4 CALLIFY Round holders are
H: [ keyed and can be
R I~ <\ converted to shaped
I ‘\‘ [ hole punching with
4 [ / -.‘,\ | a low-cost kit. See
y : ;‘ \. J inside back cover for
2 ARy ; 4
— 4332 LIFTER SPRING— / 2 / . complete details
— DIE HGT. i / J ol
= £
<= [/ 3

+ 2 1 Vi 4 /,

- iz Vel ; _— SERIESNO.] A | B c

2120 0iE ity —1 — WO-1ve | %] 1%
8HD-114 82| 5%

— O -2 12HD-1% | 12% ]| 5% | 3%

i $.S.S. 10-32x 3/16 32

Lt 9000 PILOT PIN

«375 DIA.
STOCKED PUNCH AND DIE SIZES.
. 093 125 .156 .187 .193 .203 218 .250 .265 .281 .312 343 375 .406 .437 PUNCH SIZES
100 .131 DIE SIZES Ja-X
105 .136 FOR MATL X%
THICKNESS  %a-¥;

Ko



.625 MAXIMUM PUNCH DIAMETER .250 MAXIMUM METAL THICKNESS

MILD STEEL
DUCTILE HOLDER I 11 . s SERIES NO. 4HD-1% | 8HD-1%2 |12HD-172 |16HD-1%2
: i / - CAT. NO. 31410 | 31420 | 31430 | 31440
" 2 2 ) THROAT DEPTH 4% 812 12% 16%
o ¢ 5 =13 el CENTER TO BACK 3
1.500 1.500 % B S T hevern Pt
) HD SERIES HOLDER WIDTH MIN. CENTER DIST. LEG TO CENTER SHIP WT. LBS. 145 173 20.5 239

Before you order, be sure to read the information on the  the “HD” to “HDS” in the Series Number. See Price Book
inside back cover. If you order SHAPED hole units, change  for catalog numbers of shaped units and punches and dies.

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE

EXAMPLE: 2 4HD-1'% 31410 125 .131 Round
1 = - —— —
— 3Va A 1339 PUNCH HEAD —L | |
L "/ | |
fo C *la= B o 1% *l"
w | —
RECTANGULAR 9103 — ==
POINT SIZE i PUNCH
LIMITATION N ;I;EL‘ER
w L 1% |
125 612 '] |
156 605 \ : ! i
187 596 [ 0]
g;g g?; /9']/5 £— 9030 GUIDE RETAINER | | i
ye a5 - R, 1334 PUNCH BODY i j
312 541 | '
.343 522 LTIy 2 i |
375 500 2y | |
406 475 . per/ ‘ |
437 446 ﬂ‘q ¢ ‘ NI
) : | |
v 7 %) I |
SQUARE A4 & 3 |
° . :‘f\‘ X | 4533 STRIPPING =
7] %) I SPRING //
%y L7 \ —
S— N G’ . =
Round holders are /‘ \\\\ ,% f { - SHUT HGT. =
keyed and can be N | 'Y} d —=
converted to shaped 4 \'» 1 N
hole punching with / ‘ { I E 9010 PUNCH RETAINER
a low-cost kit. See [ e e ==_1 1 f .
- . P e i g I R
nside back cover for ff —-—tt— X : | -
complete details [/ 5/i6 FEED CLEARANCE | D
' ) = = i
o -: B
\ L TXFV
‘ L\ &* I 1Y 33
SEREESNO. A B C | | | N~ X e e
4HD-1%2 | 4%:|1% ! - . ‘A 4333 LIFTER SPRING :
8HD-1% | 8% 5% 3 ‘ P |
; . ry \ )N ¥
12HD-1: | 12'2| 5% | 32 A
= S B W S ™ I 215 )\
16HD-1"2 [ 16%2| 5% | 5% 1 {17\ v 2130 DIE
- .4 —
-
~ Q-
-3 $.5.8. 10-32x3/16 ° _
-9000 PILOT PIN j
STOCKED PUNCH AND DIE SIZES. . 375 DIA.
\
d PUNCH SIZES Jd25 156 .187 . .218 250 .265 .281 312 343 375 390 406 .437 .468 ,.500 .53 .562 593 .625 :

DIE SIZES - IRELEALY
FOR MATL X% REIEALT
THICKNESS  %a-¥; 181

He-Ya
12




.875 MAXIMUM PUNCH DIAMETER 250 MAXIMUM METAL THICKNESS

MILD STEEL
SERIES NO. 4HD-2 | BHD-2 | 12HD-2 | 16HD-2 = w : 1 DUCTILE HOLDER
CAT. NO. 32010 | 32020 | 32030 | 32040 _-’;
THROAT DEPTH 4% B2 | 12%2 | 16% = B rw;;;
L CENTER TO BACK 1% 1% 15% | 19% %" % 2.000” 2.000” r -
SHIP WT. LBS. 185 | 237 298 | 335 LEG TO CENTER MIN. CENTER DIST. | HOLDER WIDTH HD SERIES

Before you order, be sure to read the information on the the “HD” to “HDS” in the Series Number. See Price Book
inside back cover. If you order SHAPED hole units, change  for catalog numbers of shaped units and punches and dies.

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE
EXAMPLE: 2 4HD-2 32010 312 .325 Round

—— A et 3% -—
[T 1349 PUNCH HEAD

—
\ 1 +— 1% =+ B =%~ [ =
- ———
E—F— «—9104 .
‘ | PuNcH
| LIFTER [
i ‘ RING w
[ RECTANGULAR
‘ POINT SIZE
LIMITATION
i t w L
|
[ | 9030 GUIDE RETAINER - 125 Bb6
i X BUTTON HEAC C SCREW 156 860
: - I344 PUNCH BODY ‘\ 187 B854
218 .B47
- .250 .B37
N ‘, 281 828
| \ 312 817
—— o; ) 343 805
) SHUT HET. 375 790
(——+—< : 406 775
— | — SN :
— ) 4534 STRIPPING 1. = y 437 757
s SPRING 7 y — — .500 718
— ) // 562 670
— _J N !
1 / ‘ ' = MAX.
C " —~90I0 PUNCH RETAINER A | . ' SQUARE 618
E':'i' — - / I . R e —— —
o & 3 ——o ﬁi*
=——14 | | [A 8/\g FEED \ /
| i po—sses= - | CLEARANCE | / | )
‘ r QUIDE / | ! | Round holders are
‘ 3340 ROUND 5| <\ keyed and can be
‘ \ 1341 SHAPE N > o
‘ ol b e LN\ converted to shaped
f 1 L .\‘ ) hole punching with
‘ 3 1 | - NN a low-cost kit. See
{ / / o JINNY T nside for
_—— 4334 LIFTER SPRING DIE HGT. (NN Y \side back cover o
\ NN\ complete details

2140 DIE / 1

- —_— SERIESNO.| A | B | ¢
2240 DIE OVER 3/4 DIA.
4HD-2 4% | 1%
's)
Y sssomsmane -3 BHD-2 8% | 5%
:-==-"' ~9000 PILOT PIN —7/ 12HD-2 1212 | 5% | 3%
A8 DA 16H02__ | 16% | 5% | 5%

STOCKED PUNCH AND DIE SIZES.

312 375 406 .437 500 .531 562 .593 .625 .656 .687 .750 .B12 .875 PUNCH SIZES

DIE SIZES [6-Xs
FOR MAT'L Xi%e
THICKNESS Va3
X%

11




1.500 MAXIMUM PUNCH DIAMETER

DUCTILE HOLDER

HD SERIES

%

2.500”
HOLDER WIDTH

2.500”
MIN. CENTER DIST.

250 MAXIMUM METAL THICKNESS

MILD STEEL
= SERIES NO. BHD-22 | 12HD-2' | 16HD-2%
CAT. NO. 32420 | 32430 | 32440
= THROAT DEPTH 8% | 12%2 | 16%
1%,,' : CENTER TO BACK N% | 15% | 19%
SHIP WT. LBS. 354 | 424 50.9

LEG TO CENTER

Before you order, be sure to read the information on the
inside back cover. If you order SHAPED hole units, change

the “HD” to “HDS" in the Series Number. See Price Book
for catalog numbers of shaped units and punches and dies.

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE

EXAMPLE: 2 8HD-2'4 32420 1.000 1.012 Round
- 3 — A -
L — = ——— | 9585 SPECIAL
( A B SCREW
w | \ ,

RECTANGULAR | ! 1 bt 3 iy
POINT SIZE ! ' )
LIMITATION | T g T}

| 9 / P ——
w L [ e % S/
. ~] 7 1

25 1.494 — — 1529 PUNCH HEAD - |

187 1.489 |

.250 1.475

312 1.466 I528 PUNCH DRIVER

375 1.452 s

437 1.434 N | Lo} i

.500 1.414 — N\ ; — — + =

562 1.389 = -f NE= s et

625 1.363 = i o3 e

687 1.333 =3\ o 8 e r——

750 1.299 = — BT el = : =

8125 1.260 — } = — > ——

875 1218 o N <3 4635 STRIPPING [ - —

937 1.170 e —T T Y | NG SERME.ECTTE —

1.000 1.118 » 5 T L B o | | - S

MAX //— SN, e is! S—————3
- / | 4335 LIFTER r
SQUARE 1.062 / 4 N 1 SPRING - =L
/ ) I y -} N §.5.5. I/4-20:3/4| | ——F
f 7 g = 1% e —
1 / t L LN LOCK NUT 1/4=20
| [ s, | LN 13 HAPE
Round holders are . ‘FG i somacic == ———— i e — |
keyed and can be £ ¥ —1 T
converted to shaped 4 — 7 = +
hole punching with 1 V' 1520 PUNCH TIP s
a low-cost kit. See ‘ } . \¢
inside back cover for N b A1
complete details \ N~ +L X pe :
\. N . 2%
L i3 ) 8 DIE HGT. — 1
\ ry Y .
\ 2 4 } . “\\‘
SERIES NO. A B C T ] N 7 1 2160 DIE L.
8HD-2'%% 8% | 5% - = =
12HD-2; 12%2 [ 5% | 3% le 1% = 0= | L
16HD-2V; 16%2 | 5% | 5% 8.8.8. ’9“321; i
STOCKED PUNCH AND DIE SIZES. 90%"?5“‘;:’: PIN e
- PUNCH SIZES 237 1000 1.062 1.125 1.187 1.250 1.375 1.437 1.500

1006 1.070

DIE SIZES )X,

FOR MATL X% 1.012 1.077

THICKNESS %-¥; 1025 1.088
Mot 1045 1.107

14




1.750 MAXIMUM PUNCH DIAMETER .250 MAXIMUM METAL THICKNESS

MILD STEEL
SERIES NO. 8HD-3 | 12HD-3 | 16HD-3 ==y ; 11 DUCTILE HOLDER
CAT. NO. 33020 | 33030 | 33040
THROAT DEPTH 8% 12% 16% A
CENTER TO BACK 1% 15% | 19% 1% iy 3.000” 3.000”
SHIP WT. LBS. 46.8 53.8 65.3 LEG TO CENTER MIN. CENTER DIST. | HOLDER WIDTH HD SERIES

Before you order, be sure to read the information on the the “HD” to “HDS" in the Series Number. See Price Book
inside back cover. If you order SHAPED hole units, change  for catalog numbers of shaped units and punches and dies.

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE

EXAMPLE: 2 8HD-3 33020 1.125 1.150 Round
- A — 5 - L
— Ii —— 2 c-—-B - é -C -— w
| | 9585 SPECIAL BOLT RECTANGULAR
[ || | 4 r !y POINT SIZE
b ! ( _—— T— T T 7 o N LIMITATION
’ L
w L
—_— . P — - 125 1.744
C s ] 1 AT 11 ) N t 1 187 1.739
——t + B o 250 1.731
; 1529 PUNCH HEAD N\ Y/ & ‘ 312 1721
N |~ | 375 1.70%
1 ] 1 J e >, 437 1.694
e o T - T I .500 1.677
‘ | 562 1.660
|— 1528 PUNCH DRIVER 625 1.633
I ¥ 7 687 1.609
= 750 1.581
= I gt 8125 | 1.549
) SfANGS 875 1.515
e 3 937 1.477
—— o 1.000 1.436
— — SHUT HGT. 1.062 1.390
Cr—+—+ v 1.125 1.340
= + = GUIDE B | - 1.187 1.285
—Ee—=t—-r—% ASSEM
T E——T—=—"7 4325 uFTer NN \ i
pu—— 4 A
s B 9% \ SQUARE  1.234
$.5.5. 1/4-2013/4 : . 1 } ".‘ \
- — A I = . [
LOCKX NUT 1/4-20 % - . : |
' A % g FEED | und h re ar
T + i e el } CLEARANCE ) Round holders are
i i \ keyed and can be
1= - Ee— ¢ =) | / converted to shaped
e | | | h unching with
l 1530 PUNCH TIP | L { | / ole punching wit
NS | [ | a low-cost kit. See
e N—TTT T ’ [ inside back cover for
f —T 11 - / complete details
DIE HGT. | \ P! i | >
2170 DIE o Rl R T S
11 R L : SERIES NO. | A B c
0 8HD-3 8%2 | 5%
3 T 3
R S.5.5. 10-32 x 316 —a 12HD-3 122 | 5% | 3%2
f 9000 PILOT PIN 16HD-3 16%2| 5% | 5%
b, Tl « 375 DIA.
I PUNCH AND DIE SIZES.
- 1.000 1.125 1,250 1.375 1.500 1.625 1.750 PUNCH SIZES

DIE SIZES )M
FOR MATL Xi-te
THICKNESS  %-¥

MY




2.000 MAXIMUM PUNCH DIAMETER .500 MAXIMUM METAL THICKNESS

MILD STEEL
DUCTILE HOLDER 1 'y ' -y SERIES NO. 8HD-3'2 | 12HD-3%2 | 16HD-32
-
-Nry 2 CAT. NO. 33420 33430 33440
: W > THROAT DEPTH 8 | 12% | 1%
b : S e CENTER T0 BACK 12 16 20
3.500 3.500” 21"
giifdl HD SERIES HOLDER WIDTH | MIN. CENTER DIST. LEG TO CENTER SHIP WT. LBS. 65.0 755 86.0
NOTE: THESE UNITS CAN PUNCH HOLES IN MATERIAL TO
2" THICK MILD STEEL. SEE (*) IN PUNCH SIZE TABLE.
Before you order, be sure to read the information on the the "HD™ to "HDS™ in the Series Number. See Price Book
inside back cover. If yvou order SHAPED hole units, change  for catalog numbers of shaped units and punches and dies.
L
w
RECTANGULAR WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE
POINT ‘J1ZE EXAMPLE: 2 8HD-3'% 33420 1.125 1.170 Round
LIMITATION
w L - 33 —_ A -
125 1.9960 - B = 4 - i - FLAT HD.SOC. SCREW
156 1.9938 4 |/4=20%1 |/4 (NYLOK)
187 1.9911
218 1.9880 —————— T e e B B e i
250 1.9843 (s (o8 |
281 1.9826 . . I J T i
312 1.9754 . ! ,
343 1.9702 1 ) 1 |0 | 3z
375 1.9645 ! } \/ } -4 14— ¥ A% WA Al GRS | 1 S.5.8. 1/4-20%1/4
406 1.9583 : . 1 s L4 | 2 REQ.
437 1.9515 b [>T S |
.500 1.9364 st » .
562 1.9192 } o g (&) (> ‘
625 1.8998 P : * ™ ’ Y 5
687 1.8781 S e —— T - FLAT HEAD CAP SCREW
750 1.8540 5/8=11x 1 I/4 (NYLOK)
.812 1.8275 5002 PUNCH PLATE
875 1.7984
937 1.7666 5003 SPACER 4REQ.
1.000 1.7320 J— BUTTON 1D, S0C. SCREW
1.062 1.6944 | 38-16x 38
187 16092 | il
: 250 1.5612 5004 SPRING CAGE
312 1.5090 By S— { 2 REQ.
1.375 1.4523 s ; \ |
1.406 1.4221 P \ I 1 4337 LIFTER SPRING
e ‘ = 1 2 REQ.
MAX. ) B H P, H
SQUARE 1.414 / LA i 1 i _/. SHUT HGT.
:l ' 4837 STRIPPING SPRING
+ * 1 § SET (12 REQ)
 ——— - — 1L NN {0
Round holders are \ \\, ’ - § FEED CLEARANCE NN N 0T SHARY
keyed and can be \“., ' \ \ i — i 1540 IRUNCHEBODY
converted to shaped \ ‘ \ / L) ——
hole punching with / 7 7] 1 | 2180 DIE
a low t. See ! ‘ [ ] .
nside back cover for ‘ - \ r e B
nlot faile \ T 1 AL z
complete details \ e : : ’ /| DIE HGT.
)3
4
SERIESNO.| A | B —— . D | v
BHD-32 82| 32 T f —— 9000 PILOT PIN
+« 378 DIA.
12HD3%: | 12% | 5% L e |
16HD 3%, | 16% | 5% e
PUNCH AND DIE SIZES.
I PUNCH SIZES - 1.000 1.125 1.250 1375 1.500 1625 1750 1.875 2.000
1 DIE SIZES  Mao-Ms 1.258 1.385
FOR MATL Xi% 1.265 1.390
THICKNESS  %-% 1.295 1.420

%% 1.320 1.445
1R = oyt



MAINTENANCE OF UNIT TOOLING

DO NOT GRIND PUNCHES AND DIES BEYOND MINIMUM SHUT HEIGHT
RD units—5'4" HD units—8"

Although Pierce-All perforating and notching units are designed and built for rugged production,
they are also precision tools with precise relationships between punch, die, pilot pin and holder di-
mensions. These permit interchangeability of parts, close hole-to-hole location tolerances, and burr-
free holes.

With normal maintenance, Pierce-All's tooling will give continuous and satisfactory performance in
fabrication of uniform holes and notches. The highlights of a good maintenance program are listed

below.
OILING

Pierce-All's units should be lubricated frequently during operation by liberally squirting (or brush-
ing) oil on punch, guide and holder guide areas. Use number S.A.E. 10 or equivalent light machine
oil for R.D. (Regular Duty) and S.A.E. 30 for H.D. (Heavy Duty) units.

The amount and frequency of oiling depends on the condition of the work pieces. When perforating
dirty, scaly sheets, the scale tends to loosen during punching operation and wedge between punch
and guide, causing the punch to stick in the guide. Liberal brushing of oil on the punch and guide
will flush the dirt from the unit. When punching scaly material, a light grade of machine oil is rec-
ommended to increase the flow of oil. The flushing action will keep dirt or loose scale from working
between the moving parts eliminating galling, binding and other operating malfunctions that cause
loss of produaction.

Oiling of the work piece is sometimes necessary to facilitate punching and to prolong punch life.
On soft metals such as aluminum, it has been found that cutting oil on the work piece tends to re-
duce pickup on the punch, thereby increasing punch life and aiding in stripping punch from work.
There is a variety of cutting oils developed for this work. Contact your local cutting oil supplier for

recommendations.
SHARPENING PUNCHES AND DIES

Punch and die life can be extended as much as 300% by judicious sharpening at the ideal time. The
number of holes produced between sharpenings will vary according to the material thickness from
perhaps 400 on very heavy material to about 50,000 on light material. But as a sort of guide, ex-
pect to punch about 15,000 holes in ;%; and about 25,000 in 14 gage. In heavier gages the quanti-
ties drop off sharply. Punches require more frequent sharpening than die buttons.

Looking at a sharpened punch or die button, the shearing edges should be square and sharp. These
edges are rather fragile considering that they must withstand the impact and tonnage required to
fracture the material being punched. After considerable punching, an observation of this edge will
show it to be rounded off slightly and will have a frosted appearance. This indicates that the metal
in the immediate vicinity is fatigued and has crystallized. When this happens, considerably more ton-
nage is required to make the material fracture. If the punch or button is sharpened at this stage, a
new edge can be produced by removing only about .015” material. At this rate a new punch could
be sharpened 13 times and could produce aboit 200,000 holes in %" material. The same is true
of die buttons.

If sharpening is not done at the proper time, the extra tonnage required by the already frosted edge

causes further and more widespread frosting very quickly. Usually the punch will begin to gall up
the sides which makes the punch wear undersize in diameter.

After the first edge frosting occurs sometimes another hundred strokes or so causes the edge to
break down to the point that as much as a {%;” of an inch must be removed to sharpen. This, then,
shortens punch life to 3 grinds representing only 60,000 holes, instead of 13 grinds and 200,000
holes. So frequent sharpening and minimum stock removal is by far the least expensive and pro-
duces the highest quality.
The punches and dies can be sharpened by a variety of methods, depending on the shop facilities
available. A surface grinder, abrasive belt grinder. or pedestal grinder will be satisfactory provid-
ing the following points are considered:
(1) A steady rest, preferably a vee block, should support punches during grinding so that a clean
straight surface can be ground.
(2) Dies must be ground parallel to bottom face so that work piece will not be marked during
operation of unit.
(3) Do not grind punches and dies below the minimum recommendations.

DO NOT GRIND PUNCHES AND DIES BEYOND MINIMUM SHUT HEIGHT
RD units—5%" HD units—8"



.437 MAXIMUM PUNCH DIAMETER 250 MAXIMUM METAL THICKNESS

MILD STEEL
DUCTILE HOLDER 11 £51 0N o SERIES NO. 4HDA-1Y | 8HDA-1v4 [12HDA-1%4

Y / fir CAT. NO. 36110 | 36120 | 36130

N 1“\ \, 4 9 o8 = o2 = _ THROAT DEPTH e | 8w | 12%
-; =

= iy S BE =~k CENTER TO BACK 7% 1% 15%

- 1.250” 1.250” v : - :

_ HDA SERIES HOLDER WIDTH MIN. CENTER DIST. LEG TO CENTER SHIP WT. LBS. 10.8 13.4 15.4

Before you order, be sure to read the information on the in-  “HDA” to “HDAS” in the Series Number. See Price Book
side back cover. If you order SHAPED hole units, change the  for catalog numbers of shaped units and punches and dies.

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE
EXAMPLE: 2 4HDA-1% 36110 125 .131 Round

F;:W‘ A— o
| — 329 PUNCH WEAD L-il

*-C-—%‘By—-—]%f -l 8 =
9102 ==
PUNCH [

. ) -y = " = &
L ) ] | 5\ LD UFTER |
— O O-Eg)r =
w = 2 T SNy _ ) 1 f
RECTANGULAR = g N ol MREAD. L]
POINT SIZE Xs 9031 GUIDE RETAINER J
LIMITATION _,_. 1324 PUNCH BODY— ’ |
w L 1]
125 A19 ' J
156 406 T 1
187 395 SHUT WGT.
218 377
.250 359 D . L
281 332 /
MAX / / -
SQUARE  .309 [ P |- as32 sTRIPING g
\ ‘ | SPRING — )
\ —
\ \ \ [<20i0 PumcH RETARER |1

~ . -

Round holders are \-4332 UFTER SPRING =7 |

keyed and can be | | \ \ \\um jil
converted to shaped ‘-\ \ \ 4 f/”r‘_—é—a
hole punching with \\ . SN I ST T - . .
a low-cost kit. See 3 q I
inside back cover for \ o
complete details i N ——— Ji‘=‘:“1l
. - : oL

TER| |

Die Adapter can be re- f ua-to-wc; 1

moved and replaced with : ‘ J

SERIES NO. | A B C Pedestal Dies if desired. _ ‘:"

— #0000 PILOT PIN ——

4HDA—1% | 4%2 | 17 <375 DiA.

t
(.

BHDA—1% | 8%2 | 5T
12HDA-1Y, |12%2 | 5% | 3%
DIE ADAPTER UNITS permit punching round or Punches and dies are interchangeable with our HD-1"

SHAPED holes close to the inside leg of angle iron. units on page 11.

STOCKED PUNCH AND DIE SIZES.

PUNCH SIZES 093 .25 186 .187 .193 203 218 250 265 .28B1 312 343 375 4056 .437

DIE SIZES Kz-xg
FOR MAT'L Xl
THICKNESS  %a-X;s

= 1/‘
18 %




.625 MAXIMUM PUNCH DIAMETER 250 MAXIMUM METAL THICKNESS

MILD STEEL
SERIES NO. 4HDA-1%2 [BHDA-1%2 /12HDA-1Yaf1 6HDA-1 %2 e R 11 DUCTILE HOLDER
CAT. NO. 36210 36220 36230 36240 ey, ¢ / 3
THROAT DEPTH 41, 8% 12% 16% SRR & ) 2 i 4 }'}
J.L - B
CENTER TO BACK % | 1% 15% | 19% £ 3 = =
%’ 1.500 1.500
SHIP WT. LBS. 145 173 20.5 239 LEG TO CENTER MIN. CENTER DIST. | HOLDER WIDTH HDA SERIES
Before you order, be sure to read the information on the in- “HDA™ to “HDAS" in the Series Number. See Price Book
side back cover. If you order SHAPED hole units, change the for catalog numbers of shaped units and punches and dies.
WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE
2 4HDA-1"2 36210 125 .131 Round
[TTL_ (338 PUNCH MEAD —
I - A —_— M -
== 9103 [T 1h—- B %0
[ PUNCH L
| | | urFTER : - \
| | | RING ~ ¥ 1 w
| ) i
| (Op O O |
; I [ s POINT SIZE
b 1334 PUNCH BODY 3 N LIMITATION
| i 9030 GUIDE RETAINER "
I,,,,A“‘-- 1y 1/4-20 x 1/2 BUTTON HEAD SOC SCREW w L
' % i 125 612
N7 4533 STRIPPING — (® 156 .605
SPRING — —| (7 187 596
o} Q| A 218 585
sutwer.  (J] = .250 572
H | e P i i T [, 281 .558
1 ) SN 312 541
¢ :"r '5 \ “ \ 343 522
e NN A\ 375 .500
T a0 PUNCH RETAINER ) .'i_ RN - \ | 406 475
C Lt Uk + 1 437 446
— ALY F e ) ) /| : :
ﬁ" a 9% - i [ | [ MAX.
|_be— 4333 LIFTER SPRING ‘ . ¥ | ‘]' | | SQUARE 442
=—ELL, 3331 SHAPE ’/’ir b f [ / ,’ / '
o Al )]
(=F=y— 30 e [T A N /"" of Round holders are
' iy - // keyed and can be
: i b (ug ~ 3 // converted to shaped
p hole punching with
[/ - gl : : a low-cost kit. See
e o _ inside back cover for
L_'_r_r ;Y b complete details
*‘I, 000 PILOT PN { Die Adapter can be re-
C’r “5 oA, 1./ } i | moved and replaced with
r 8- Pedestal Dies if desired.
T SERIES NO. [ A [ B [ C
= 4HDA-1%2| 4%2 | 1%
e 8HDA-1'2| 8% | 57
Eimee 12HDA—12 | 12%2 | 5% | 3%
16HDA—1%2 | 16%2 | 5% | 5%
DIE ADAPTER UNITS permit punching round or Punches and dies are interchangeable with our HD-1'5
SHAPED holes close to the inside leg of angle iron. units on page 12.
STOCKED PUNCH AND DIE SIZES.
J 25 156 .187 -.218 250 .265 .281 .312 343 375 .390 .406 .437 .468 .500 .531 .562 .593 .625 PUNCH SIZES

A31 162 . . ) : : : : K : 5 " 2 . : : 3 : DIE SIZES  Ma-Ms
136 168 . ? : ; : : ; : € > ; 5 : : . FOR MATL X%

J81= ; : A : : . . : : : : : : ! ; y THICKNESS  Ya-X;
He-%




.875 MAXIMUM PUNCH DIAMETER .250 MAXIMUM METAL THICKNESS

MILD STEEL
DUCTILE HOLDER 1 Pl o B ::FEEE SERIES NO. 4HDA-2 | BHDA-2 | 12HDA-2 | 16HDA-2
= / i
p—— — | | cArm. 36310 | 36320 | 36330 | 36340
- CrET ‘ THROAT DEPTH 4% 8% 12% | 18%
o ==} it
CENTER TO BACK 1% 1% 15% 19%
2.000” 2.000” 3"
HDA SERIES HOLDER WIDTH | MIN. CENTER DIST. LEG TO CENTER | SHIP WT. LBS. 18 pE 29 3
T
Before you order, be sure to read the information on the in-  “HDA" to “HDAS" in the Series Number. See Price Book
side back cover. If you order SHAPED hole units, change the  for catalog numbers of shaped units and punches and dies.
WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOE NUMBER PUNCH SIZE DIE SIZE SHAPE
EXAMPLE: 2 4HDA-2 36310 312 .325 Round i
.
L ™ % e D A - 1349 PUNCH HEAD —— |
‘ -ﬁ—l - —— - - ‘b_d
f= C +%arB 1% 1 10y
w PUNCH |
RECTANGULAR ‘ o > = RING l
POINT SIZE N : f\ |
LIMITATION | . 1 \
i — [ [E.J._ - |
- oS- {5 |
| 3 R P 4 |
125 866 Z L =znhan = ! 1344 PUNCH BODY — |
B = o e me | H
218 .B47 . x 1/¢ .u,k‘ ‘r\:;.{-"“ > -
250 837 o < @) !
.281 .828 @ 7 — 4334 STRIPPING l
312 817 = for— e T e ——
343 805 Q! | ——
a7s 790 —~ o ‘ ,
406 775 :__‘; % BHUT HGT. )
437 757 ( - —
500 718 / 1;;”: 7 { r_,}»”)\
562 670 / / N N ?'\ -
MAX. T NN N\ pm——,
SQUARE  .618 f i1 ] \\ ‘ i NN ;:L A |
] f | FEED 1 Kl 9010 PUNCH RETAINER
W N ',. "‘.‘ ./ 2‘ CLEARANCE { ‘\ -‘ /
Round holders are TN \ll \ \ ke '
keyed and can be ‘ A% \ | \ 5.‘
converted to shaped N Aoh ; \ \ L A :
hole punching with "\\_ \ ::_/ \ u G i —
a low-cost kit. See i S \ 3 T
inside back cover for b ry
complete details \ i
Die Adapter can be re-
moved and replaced with
i IEEEEN Pedestal Dies if desired.
4HDA-2 4% 1% N io‘oscr)szmr PIN D
8HDA—2 8% | 5%
12HDA-2 |12%: | 5% | 3%
16HDA—-2 |16%2 | 5% | 5%
DIE ADAPTER UNITS permit punching round or Punches and dies are interchangeable with our HD-2
SHAPED holes close to the inside leg of angle iron. units on page 13.
STOCKED PUNCH AND DIE SIZES.

PUNCH SIZES 312 375 .406_.437 500 .531 562 .593 .625 .656 .687 750 .812 .875

DIE SIZES )X
FOR MAT'L X%
THICKNESS  Va-¥

Mol
20




DIE ADAPTERS TO REPLACE PEDESTAL DIE UNITS

If you are using pedestal die units and the seats are damaged from the dies
penetrating them, don’t throw them away! You can salvage them quickly
and economically with PIERCE-ALL round or shaped hole die adapters.

Pierce-All adapters are made of tool steel, hardened to Rockwell “C” 30-35
and precision ground to exacting tolerance to maintain concentricity be-
tween pilot pin, die and punch assembly. Inexpensive die buttons are used
which can be changed without removing the adapter from the holder. Sim-
ply loosen the lock screw and lift the die out.

The wider area at the base (full width of the holder) prevents penetration of
the adapter, which is held in position by the same pilot screw used to hold
the pedestal die. Shaped hole adapters are also available and keyed so the

shaped hole die buttons can be turned 90° to suit the application. Low cost
: . : Competitor's Pedestal Die Units are shown. Left (circled) Pierce-All
die buttons are available from stock to punc:hJ r(’)'und or shaped holes in the gq.5ter " niain or keyed for shaped dies. Right (A) — Pedestal die has
maximum size hole for each unit width up to %4 " metal thickness. penetrated into seat causing misalignment. Reworking holder per-
mits salvaging unit with our adapters, plain or keyed for shapes.

WORK /— ADAPTER (SHAPED)

PIECE
[ ] / ] / 9041 KEY

STANDARD TYPE  SC

DIE BUTTON ! ]
DIE 9050 KEY
ADAPTER - RETAINER
|
3"
"} DIE HEIGHT
[
DIE RETAINER &
PILOT PIN SCREW ‘
. l-——l..';oo--J
ROUND HOLE DIE ADAPTER SHAPED HOLE DIE ADAPTER
PIERCE-ALL PIERCE-ALL DIM. “A™ PIERCE-ALL PIERCE-ALL DIM. “A”
ADAPTER STYLE OF UNIT DIE BUTTON DWG. ADAPTER STYLE OF UNIT DIE BUTTON DWG.
CAT. NO. TO BE USED WITH NO. ABOUT CAT. NO. TO BE USED WITH NO. ABOUT
Unipunch Strippit® Unipunch Strippit® = 601
T.
9761 Al 1% C) 1% 2120 B 9764 SAJ 14 Cl 1% ggﬁ' %g% 5
r.
9762 Al 1% CJ 1% 2130 % 9765 SAl 1%, C) 1% ggﬂ' %llgi 5%
r.
9763 A 2 ¢l 2 2140 % 9766 SAJ 2 €2 Rk 318 %
These round die adapters are standard on Pierce-All HDA These Shaped die adapters fit Pierce-All and other units
series units and fit other units as indicated above. shown above, to use on Pierce-All units, purchase one

9041 key and one 9050 key retainer for each unit. (First
use purchase only.)

0 Here's an idea! Adapters

can be put on 138" plates

: d used with punch holder

To order adapter for other makes, specify: g'fl Hlll)s'el"P‘:lnitspwhere i
Quantity, Catalog Number, Unit Series Number — =) atice: Is required for punch-

Purchase key and retainer once, only, if not already in unit.

ing channel or angle iron.

21



.250 MAXIMUM METAL THICKNESS
MILD STEEL

tion on the inside back cover of this catalog.

ROUNDS: Series HDTP-2'8 Cat. No. 52100.

EXAMPLE: 2 HDTP-2%

Before you order, be sure to read the helpful informa-

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE

SHOULD YOU ORDER UNITS FOR ROUND OR SHAPED HOLE PUNCHING? *

SHAPES: Series HDTPS-2'%5.
CAT. NO. (Obround) 52101.
CAT. NO. (Square or rectangle) 52102.

SHIP. WT.

52100 125 .131 Round 11 Lbs.

Heavy Duty Two Piece units provide for punching holes
(round or shaped) at practically any center-to-center

| — 2130 DIE

T:",’,;‘A

‘ 3

— S.5.5. 1/4-20%1/4

L 9000 PILOT PIN
+375 DIA.
STOCKED PUNCH AND

PUNCH SIZES J25 156 .87 218 250 265 .281 312 343 375 390

= | distance over large as well as small sheets of material.
. The only limiting factor is the size of the die set or press.
HDTP 2% Punch and die assemblies are mounted in die sets and
SERIES operate in the press the same way as conventional dies,
permitting unobstructed feeding, or mounted on tem-
plates which are then mounted into die sets.
Each punch assembly and die assembly is an independ-
M
(———14 9045 PILOT HEAD
w .
RECTANGULAR **—"—l 7
POINT SIZE r 1339 PUNCH HEAD —
LIMITATION e
W L = e— o010
PUNCH
125 612 LIFTER
156 .605 [ RING
187 596 [
218 585 11|
250 572
281 558 |
312 541 -
343 522 ‘
375 .500
406 AT75
437 446 f 1334 PUNCH BODY
MAX. -
SQUARE 442
sk NOTE: Units keyed for SHAPES —_
can be used for ROUND —T

hole punching. HOWEVER, - ;
ROUND hole units CANNOT T "
be converted for SHAPED | —
hole punching. Consider =

future needs when ordering

4533 STRIPPING SPRING

DIE SIZES
FOR MAT'L
THICKNESS

22

Ka-Ks
Kot
Ya-Xs
el

ent and self-contained unit. The punch assembly con-
sists of holder, punch, stripping spring, punch guide and
pilot head. The die assembly consists of holder, die and
pilot pin.

The components, other than the punch and die holders,
are the same parts as used in the H.D. (Heavy Duty)
Series of self-contained perforating units and these units
also feature our “Built-In Lubrication System.”

'
4
1
[ I
13
16
!
3
SHUT HOT.
.
o
DIE HGT.
|
y -4 !
DIE SIZES.
406 .437 468 500 .531 .562 .593 .625




.875 MAXIMUM PUNCH DIAMETER

SHOULD YOU ORDER UNITS FOR ROUND OR SHAPED HOLE PUNCHING? %

Before you order, be sure to read the helpful informa-

tion on the inside back cover of this catalog.

ROUNDS: Series HDTP-3 Cat. No. 53000.

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE

EXAMPLE: 2 HDTP-3

250 MAXIMUM METAL THICKNESS
MILD STEEL

DUCTILE HOLDER

SHAPES: Series HDTPS.
CAT. NO. (Obround) 53001.

CAT. NO. (Square or Rectangle) 53002.

SHIP. WT.
17 Lbs.

53000 .500 .506 Round

Heavy Duty Two Piece units provide for punching holes
(round or shaped) at practically any center-to-center
distance over large as well as small sheets of material.
The only limiting factor is the size of the die set or press.
Punch and die assemblies are mounted in die sets and
operate in the press the same way as conventional dies,
permitting unobstructed feeding, or mounted on tem-
plates which are then mounted into die sets.

Each punch assembly and die assembly is an independ-

1
— SE -—
— 2% -—-— 2.‘— -
Fa ~ i
rd B !—\\- \\“‘-\
I( / )
[ i 4 Fgn 1 AA ) J 3
N /
: / 1
" 7
) R s iy
I T d %, TT71
N7 == %%} g f
12 ; p e ) ‘»‘—-]‘ s
e | ! 7 111
I 3 1 e/ A
| +\_“‘|. =T
! ) __\*4 {8
! L)
R— i‘,-—-\ 8 S
(7 == SHUT HGT.
| ()
£ I
g N
LT
N | H
~ } ‘
r N
LA \ .
e i
7 e
‘» DA S
) 1 [
[ J l :
1 | | | 33 .
& | DIE HGT.
i {' I ;| |1} |
| | i
% 1] ! {114
) <=9 'l
| t ¥ 4 'L A ™ | 1

ent and self-contained unit. The
sists of holder,
pilot head. The
pilot pin.

The components, other than the punch and die holders,
are the same parts as used in the H.D. (Heavy Duty)
Series of self-contained perforating units and these units
also feature our “Built-In Lubrication System.”

punch assembly con-
punch, stripping spring, punch guide and
die assembly consists of holder, die and

ok

HOTP 3 SERIE

[Er e

9046 PILOT HEAD — J _ - L
T w
RECTANGULAR
1349 PUNCH HEAD f POINT SIZE
. LIMITATION
7% 904
i ‘ PUNCH w L
| LIFTER
i ‘ RING 125 866
| 156 .860
187 854
| .218 847
1344 PUNCH BODY [ 250 837
, ‘ 281 828
I [ 312 817
343 .805
375 790
406 775
437 757
b [ .500 718
L] 562 670
— ) MAX.
— " SQUARE 618
4534 STRIPPING BPRING —{_ Tl
— sk NOTE: Units keyed for SHAPES
— ™ can be used for ROUND
( N hole punching. HOWEVER,
P ara— | . ROUND hole units CANNOT
3340 ROUND ———— be converted for SHAPED
GUIDE — === hole punching. Consider
3341 SHAPE | ' future needs when ordering.
|
|
I |
2140 DIE S —
= |
S.5.5. 1/4-20x/4 ———

9000 PILOT PIN
+ 375 DiA.

STOCKED PUNCH AND DIE SIZES.

406

437

500 .531 .562 593 .625 .656 .687 .750 875 PUNCH SIZES

DIE SIZES
FOR MATL
THICKNESS

S A
Koo
Vo-Xg
KoY

Fala)



1.500 MAXIMUM PUNCH DIAMETER

DUCTILE HOLDER

.250 MAXIMUM METAL THICKNESS

MILD STEEL

SHOULD YOU ORDER UNITS FOR ROUND OR SHAPED HOLE PUNCHING? *

Before you order, be sure to read the helpful informa-

SHAPES: Series HDTPS-3%.

tion on the inside back cover of this catalog. CAT. NO. (Obrounds) 53201. ,
ROUNDS: Series HDTP-3%. Cat. No. 53200. CAT. NO. (Square or Rectangle) 53202. ']
WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE SHIP. WT.
EXAMPLE: 2 HDTP-3 % 53200 1.000 1.012 Round 23 Lbs.

HDTP 3% SERIES

Heavy Duty Two Piece units provide for punching holes
(round or shaped) at practically any center-to-center
distance over large as well as small sheets of material.
The only limiting factor is the size of the die set or press.
Punch and die assemblies are mounted in die sets and
operate in the press the same way as conventional dies,
permitting unobstructed feeding, or mounted on tem-
plates which are then mounted into die sets.

Each punch assembly and die assembly is an independ-

ent and self-contained unit. The punch assembly co
sists of holder, punch, stripping spring, punch guide ar
pilot head. The die assembly consists of holder, die ar
pilot pin.

The components, other than the punch and die holde:
are the same parts as used in the H.D. (Heavy Dut,
Series of self-contained perforating units and these un
also feature our “Built-In Lubrication System.”

p——— — 83 -
l_ X 1= 904T PILOT HEAD -— 2;_ - 241 it
1529 PUNCH HEAD
o i y ==
RECTANGULAR ™ AN
POINT SIZE
LIMITATION 2l [
| 9585 SPEC. SCREW 4 | ‘_,"'~ | -,;.-
w L - * -
125 1.494 :
187 1.489 —_ e g | }
.250 1.475 T | 1 = N
312 1.466 T =
375 1.452 +375 Dike—ee —= . '
437 1.434 [ 1528 PUNCH DRIVER L
500 1.414 | i S 1B 676, NN NNMNY a8 i
562 1.389 T N L bl s
625 1.363 — ] = |- Kl
687 1.333 :_ —— - 4635 STRIPPING SPRING SET | B = -4 = = P ¥ !
750 1299 = S— = =
8125 1.260 s | sl | e 'i‘ {_ - 11
— 3 —— 8 T — =
875 1.218 — SHUT HOT. =l =
937 1.170 — e N
1.000 1.118 — e S ‘—:;' T
MAX. E—— ot B2
: 3 D A
SQUARE  1.062 o vers LA
| ! IR
sk NOTE: Units keyed for SHAPES B |
can be used for ROUND I —} .
hole punching. HOWEVER, | A ]
ROUND hole units CANNOT —l Il 1) V' At — |
be converted for SHAPED 5 1820 PUNEH TiP | |
hole punching. Consider | |
future needs when ordering 33 =
! | DIE WGT. _ | - i
L J | 71 | | .8
2160 DIE | 2% 3
—— EE ooy o 4 (LLLLALA 1
[} 5+5.5. i/4-20x1/4

9000 PILOT PIN
« 373 DIA.

PUNCH AND DIE SIZES.

937 1.000 1.125 1.187 1.250 1.375 1.437 1.500

1.062

PUNCH SIZES

DIE SIZES }-Ms
FOR MATL X%
THICKNESS  Ya-s

Mot

NA




.312 MAXIMUM PUNCH DIAMETER

125 MAXIMUM METAL THICKNESS

MILD STEEL
SERIES NO. LD-% FOR PUNCHING ——a : 11 DUCTILE HOLDER
CAT. NO. 10640 ROUND MOLES IN ’ 3 &
5 ANGLES | A
CENTER TO BACK 5%, EXTRUSIONS A e y -
FLAT WORK % 150 .750
SHIP WT. LBS. 45 LEG TO CENTER MIN. CENTER DIST. HOLDER WIDTH LD SERIES

LD series (light duty) units are ideal for holes close to
the edges of angles, extrusions, channels and light gauge
flat sheets up to ¥&” thick mild steel.

These units are made to the industry standard of 776"
shut height and 3" die height. Notice that the die
height permits fairly deep or high pieces to clear the unit
in front. The %" width of the unit also permits close
center-to-center spacing. Die buttons in ductile holder
provide economy and rigidity.

The photo and drawing illustrate Bed Rail Mounting,”
with the built-in key permitting fast positioning of the

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO.

units in a straight line. The tee-bolt slot has been added
for ease of locking the units in place and to permit ad-
justment left-to-right from the front of the set-up. When
closely spaced, or butted together, reaching inside the
units to bolt them down would be difficult, if not im-
possible.

Gage rods, shown in the photo, are available for quick
front to back adjustment of the workpiece location
though other, more permanent stops may be used.

LD units can also be provided with pilot pins for quick
template mounting for repeat type applications.

CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE

EXAMPLE: 2 LD-% 10640 125 .131 Round
(2] s puncH weao
T‘_:T‘— 9100
| PUNCH PO - 3l - 118
[ uFTER . ® L
| RING Ml Slad
[ L. » 4
( H 3 £-b ) e
! o s : e
1 - kgl
1 - .- 1 DIA.
[ | —nm1a puncH BoDY m
[
W
| i R
|!] o 1= ADJUSTABLE BACK STOP —
u 1B (OPTIONAL)
‘:Q, :! | =
=) 4410 STRIPPING Ty ‘{; '
= s j :: LOCK NUT  I/4=20 — : 2 4 o
e r = | 2
= 7 q | 3
= T fﬂ 5,
-\% SHUT HGT. Uit
= N |1
= N
\ NLLINY
|1 | '+ 3116 GuIDE — LN/ \ :
| I 3 Feeo cLeamance \
I ¥ T “"‘_] y e
i. ; . I /
| | LTy /
=2 9191 RETAINER - 34 pa=-'N I% /
RING gl Emp /
2 DIE HGT. fg T‘T/ _
< / N A
_ 22— 4310 UFTER—— |— | — AN /
=== SPRING ~ A

M

}—2100 oe——— | I
1 L . 1 IS il
L.J e P S
gl |
% 9520 BEORAIL — i
(REF. ONLY) 1
==l

093 .098

100 .105

110

105

STOCKED PUNCH

AND DIE SIZES
125 128 .140 .156 .187 203 .218 .250 .25 .311  PUNCH SIZES
REY 47 062 194 224 256 .287 DIE SIZES ?151-3{0
RETS 153 168 200 230 262 .293 FOR MAT'L J¢'s

THICKNESS



SIMPLIFIED CHANNEL PIERCING UNITS

.625 MAXIMUM PUNCH SIZE

-
-
3 SERIES CP—CAT. NO. (ROUNDS) CP-2

Pierce-All channel piercing units are made with standard
Heavy-Duty components built into a steel holder for
maximum strength. Standard units are designed for
punching 3" and 4" American Standard channel and may
also be used for several types of I-beams, angles, special

SHIPPING WT. 18 LBS.

ROUND OR SHAPED HOLES

CAT. NO. (SHAPES) CPS-2

cross-sections, standard die buttons are used. Units ¢
available for shaped hole punching.

Also advise: type and weight of channel plus sketch
hole location from inside leg of angle to center line

-
. e shapes and extrusions. Note the angled die button which  hole as unit is machined in front of die holder to act
) | matches the taper in channel flanges. For flat stock or  gaging surface.
g
e =i
x WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE
EXAMPLE: 2 CP-2 51700 .250 .262 Round
— 6 —
1349 PUNCH HEAD—{ G — L — 2]
——— | |
| 1
l 2
. t |
RECTANGULAR e —=h
POINT SIZE [ 3
LIMITATION ‘ l
w L 1344 PUNCH BODY—
25 612 [
156 .605 9031 GUIDE RETAINER — i :
187 596 B |
218 .585 TR |
250 572 o3
281 558 SHUT HGT. [
312 541 1
343 522 by '
375 .500 ———|—4534 STRIPPING 7 |
406 475 * = e
437 A46 ‘ [
MAX.
SQUARE  .442

sk NOTE: Units keyed for SHAPES
can be used for ROUND
hole punching. HOWEVER,
ROUND hole units CANNOT '
be converted for SHAPED
hole punching. Consider
future needs when ordering.

\| <9010 PUNCH RETANER

~. W)
7
ases

3340 ROUND
GUIDE
3341 SHAPE

4334 LIFTER SPRING--\

3 v

-2800 DIE —
3 OR S ——
'a 2130 DIE
- |
i S.5.5. /4-20= 144 ——
\ 1 & 1 ——
—
——————— 9000 PILOT PIN ]
STOCKED PUNCH AND DIE SIZES. +375 DiA.
§iFa PUNCH SIZES 125 <156 .187 218 250 .265 281 312 343 375 390 .406 437 468 .500 .531 .562 593 625
DIE SIZES MXe 162 .194
FOR MATL X' 168 .200
THICKNESS  Ya-%; 181 215




LOW-COST, HIGH PRODUCTION TUBE-PIERCING

¥4" MINIMUM TUBE 0.D.
17" MAXIMUM TUBE 0.D.

3%" MAXIMUM HOLE SIZE

OPEN HEIGHT—10%"

FASTER, MORE EFFICIENT
TUBE PIERCING

This new development in piercing units permits
punching round, single or opposed holes in tubes
without the use of mandrels and with the minimum
of distortion.

The exclusive shaped retainers completely enclose
the tube, supporting the walls as the punches pierce
through the material and also act as strippers.

MULTI-PRODUCTION UNITS
Pierce-All Tube-Piercing Units are ideally suited for

SHIPPING WT. 22 LBS.

multiple punching of tubing, either in straight lengths
or after forming. The units are quickly and easily set
up on bed rails for straight line piercing; on T-slotted
plates from a preformed part, or mounted on an en-
gineered mounting template.

MULTI-PURPOSE APPLICATION

After the production has been completed, the same
group of units may be re-arranged or remounted for
piercing other tubing having the same diameter, or
the tube retainers quickly changed to cover another
size of tubing.

[T a3 -
| L]
, LOCK RING
‘ r——— 34 82027
| |
t : : 8-32 x V8 BHCS
J Loso ~
LIFTER RING Tube collapses slightly around the
82027 hole. The amount of distortion va-

SHUT HEGT.

A8

i,

I | — 02023
|
f/l
|

— |

727

\ N |
‘ N1 B
} NEEANNNRNNRNIN =
12 T\\ ‘ \ NN \ | I
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TO ORDER, SPECIFY:

. LIFTER SPRING

————Ii234 PUNCH BODY
2 REQ.

ries with the outside diameter of the
tube, diameter of pierced hole and

4354 :
N the thickness and hardness of the
| — 8.H.C.8. 10322112 material.
| 2REQ.

QUIDE— 2 REQ.

ﬁﬁ’.
r-

|=—|— sa26 sTRiPPING sPRING
2 REQ.

Hole Diameter to be Punched e Tube Diameter « Wall Thickness e Tube Material » Press Specifications

TO INSURE EXACT FIT AND MAXIMUM
TUBE PIERCING PERFORMANCE

Submit sample of tubing, specifications as to hole diam-
eter and position, plus purchase order to cover engineer-
ing, boring tube wall guides to exactly match submitted

sample, rework of punches to meet customer require-
ments, assembly and try-out. This will enable you to
evaluate the hole quality and hole distortion.

The sample charge will be credited to the purchase price of
the first unit ordered to these specifications.



** Uses same parts as HD Series of same width. >

HOLDER SERIES CAT. MAXIMUM SHUT THROAT LEG TO SHIP. STEEL HOLDER
 WIOTH | NUMBER |  NO. | PUNCH DIAM. | HEIGHT DEPTH CENTER | WT. LBS!
% | HWP-% | 61000 | 312 % | % | K|S |

1 | WAP1% | 61200 | 431 | 8% | 1% e | n | }s a
Tt | WHP1% | 61400 | 825 | 6% | 1% R B Lt

2 * | W2 | 6200 | 875 | 8% | 1% | % | 3 v

* Uses same parts as LD Series (Dies are 2510-RD3%). SR o

HHP SERIES

HORIZONTAL unit tooling simplifies set-up and makes
possible ONE-HIT operation for all sides of formed
parts. These units can be used to punch ROUND or
SHAPED holes. HHP units are available in holder
widths of 17, 1%4” and 2” for mild steel material to }4”
thick and in 7” width for mild steel material to 8"
thick. While the holders are special, the punches, dies
and stripping guides are standard. The holders are made
of steel.

With these units, the vertical stroke of the press is trans-
ferred to a horizontal force. The vertical wedge blocks
act as “horizontal press rams.” The angular plane of the
vertical block moves against the angle of the horizontal
block pushing it against the punch head and stripping
guide to provide the same action as in a standard verti-
cal unit. The photo shows a typical set-up of HHP units
working on four sides of a frame formed from an alumi-
num extrusion.

A die adjustment screw is used to back up the die button
and make adjustments after sharpening.

Holders are equipped with pilot pins for accurate
mounting on templates or other types of mounting ac-
cessories. As a result, quick set-ups and repeatability

are assured.

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER PUNCH SIZE DIE SIZE SHAPE ]
2 HHP-1 % 61200 * * *
Drawing does not apply to 7" unit. PLUNGER 1
WwWEDGE !
D 8.5.5. L4208 ‘ -
1 FP Al F-——— r"( "(l '\'l. !‘.l, H‘E '( ‘" ——1 =% | ‘.\
A H T T i *[ - ‘ \
A Y === f .;"l'Q ..\"'-J'\)k Wi — 115 S \_|
_(\ .‘Dll . STRIPPING SPRING -
9000 \ ‘\ LIFTER SPRING PUNCH \ilﬂl 1 ‘
PILOT PIN k X PUNCH BODY N
375 DiA. x‘\ i, SR ! P
‘\‘\ \ 4 L_l,,’_s}
LEG TO CENTER : 1
\ 1.7 _N\_ g ™ — 'i‘
1 \ . A T SHUT HOT.
DIE ADJUSTING SCREW W{ {IEJ‘ _L*-L-L‘H { { \
; d=— e I N N
THROAT S e R i AR t]
DEPTH L | I ' ,.LH I & s
} DIE MOT. N X \ f ———T L
I )| '1:_” X, (9% 1 I
2 FAILYF [
e { | v = 2
1 ‘ A i WA\ BB O A e !
= = A
l‘ 3 JI 1114~ (Except HHP-% " =107) ——i
Except ] )
HHP-7 " =1" plus *Select punches and dies from pages indicated below.
9/16” to die face page - B <
HHP- & * 25 12 1%
HHP-1Vs 11 15% 23
HHP-1'2 12 15% 2%
HHP.? 13 153 2%6



3x3 CORNER NOTCHING UNIT

This Multi-Purpose Unit will corner-notch a 3 x 3 corner
in flat sheet, “Vee” notch flat sheet, crop one leg of a
piece of angle iron up to 2% in from the end and Vee
notch into the leg of angle iron.

Quality features of this unit are: gray iron cast punch and
die holders; No-Groove ball bearing bushings: precision
Master guide pins and A2 tool steel for long punch and

Short Die Blade

die blade life.

Specifications

For maximum 1/8"

thick mild steel

RETAINER PLATE 26636

BUTTON HD CAP SCR. 1/4-20x1/2 LG

Shut Height — 5-1/2"

SHCS 3/8-16x3/4

Die Height — 2-19/32"

LIFTER SPRING 4326

Catalog No. 26610

LONG DIE BLADE 26642

Ship. Wt. — 47 Ibs. Approx.

H
|
J
K
L | SHCS 3/8-16x1-1/2
M
N

1 (A2) N K ROUND PILOT PIN 9002 To order, Specify:
26641 ( \V 1 M| RO . )
Dowel (2 req.) DIAMOND PILOT PIN 9003 Quantity, Type Unit,
1/2 Dia. x 1 Ig. | Catalog Number
A . Example:
L Punch Blade ¢ ™% (1) RD 3x3 — 26610
. 26630 \ ik
& ] —= -
b 27 i
Punch | t :: ;': :
Holder -3 ! i b4 5-1 2 Shut Height
26617 ¥ * J \
- TR ¥
= T Bushing & Retainer & [ —
3 _id B 88 & R87 . T
, B
/ 2 Guide Pin (2 req.) ) < | i
e @), ) Sl - !
Die 6 © "« ', 5 26633 319 32 ) ) )

Holder . 11-1/2 Die Height|
26627 | N

n £ F =-¢ 0 =

All dimensions shown are nominal

How to Sharpen Corner Notch Unit

The punch blade is secured by (2)
Socket Head Cap Screws %-16 x 12
and each die blade by (4) S.H.C.S.
¥e—16 x %:. Removing these screws
allows each blade to be sharpened.
Upon reassembly each screw is torqued
down 60 inch pounds.

The punch blade is sharpened on two
surfaces which provide 8 cutting edges.
Place in the position shown on a mag-
netic chuck for one surface, then rotate
to sharpen second surface. Grind life is
5" per surface.

To sharpen each die blade remove
screws and place inside face up on mag-
netic chuck (counterbored hole side
down). Grind life is 4" per blade.
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CORNER NOTCHING UNITS

5!' x SM'

= 5" MAX.—> -
| F I
5"MAX. | '
} ” «500 DIA. PILOT PINS |
| X TANGENT TO CUTTING
l . EDGES
, ;
[ 7 A . 250
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i T e T —
>
83
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Lo 3 . { 3) 32 T |
T I N/ LA DIE HGT. ! ‘
| | | [ | o
I % T—W — M — ]
‘ | J
| 1 1 |
. ==

2,500 — =250

NOTE: LEFT HAND SHOWN

T0 %" THICK
MILD STEEL
Shut Height 52"
Die Height 2 19/32”

REGULAR DUTY
SERIES RD 5 x 5

Catalog Number:
Right Hand 26510
Left Hand 26520
Ship Wt. 60 Ibs.
To order, Specify:
Quantity, Series Number,

Catalog Number (left or
right hand).

Typical Corner and Yee
Notching Operations

T0 %" THICK
MILD STEEL
Shut Height 838"
Die Height 3%2”

HEAVY DUTY
SERIES HD 5 x 5

Catalog Number:
Right Hand 36510
Left Hand 36520
Ship Wt. 100 Ibs.
To order, Specify:
Quantity, Series Number,

Catalog Number (left or
riecht hand).



ALSO FOR ANGLE CROPPING AND 90° VEE NOTCHING

5” x §” CORNER NOTCHING UNITS
(RD AND HD SERIES)

This Multi-Purpose Unit will corner-notch a 5”
x 5" corner in flat sheet, “Vee" notch flat
sheet, crop one leg of a piece of angle iron up
to 3” in from the end and Vee notch into the
leg of angle iron.

The epen face construction of Pierce-All's cor-
ner notching unit permits closer positioning to
hole punching units and allows front feeding
to catch all four corners of a work piece in
one hit.

Pierce-All's 5” x 5” corner notching unit has a
one-piece cast tool steel punch. This rugged
construction stands up longer, especially when
notching the heavier gauges of material or
cropping angle iron.

HD 5x5

DO NOT SHARPEN PUNCH
UNDER 815" MINIMUM
SHUT HEIGHT ON HD-5 x 5

DO NOT SHARPEN PUNCH
UNDER 514" MINIMUM
SHUT HEIGHT ON RD-5 x 5

Side gauges which mount on unit or gauge
plates with built-in scales (see photo) also
available

How to Sharpen Corner Notch Units

The punch and punch plate assembly is se The punch is turned upside down and placed To the die steels (rectangular
cured to the holder casting by a 5/16" x on 2 magnetic chuck in this position in order bl ¢ should be placed with the inside
114" stripper bolt that fits into a retainer No to sharpen it face up (the counterbored hole side down)

26570 (arrow). By removing the stripper bolt,
the complete punch assembly can be re-

! moved and is then ready for sharpening

The punch is sharpened in the same manner as the standard unit a
in Photo No. 2. The die steels are placed on the magnetic chuck
upright position as when assembled into the unit. The top

SEMI-STANDARD AND SPECIAL “VEE” OR EDGE NOTCH UNITS

s placed underneath when re-
19/32" for the RD series, 3!

24



FOR SHEET

90° VEE NOTCHING UNITS AND ANGLE

WHEN ORDERING, SPECIFY: QUANTITY SERIES NO. CATALOG NUMBER

STRIPPING SPRING

"“L%om, BOLT HOLD DOWN

HOLE

/ANGLE IRON
} | L
i E— | M i
; s
N2 TP
W . ! !
| K | SHUT | |
/i J \ HEIGHT | |
1" ~ | g
_________ — T T
= N | = : =
ek W
- gEE
i 1|1 | HEIGHT|
7 ‘ Ry | <t -
- | 1 I I | | '\
= | ] | O | L =t
| ' |

EXAMPLE 4 RD VEE-NOTCH 27140
RD HD
SERIES SERIES
MAXIMUM :
e METAL bt G 250
.:_E THICKNESS ,
DEPTH OF NOTCH 14" 1%
llAIl
]
3 SHUT HEIGHT 512" 83"
o DIE HEIGHT 2% 3"
R LT CATALOG NUMBER | 27140 37140 |
e PIERCE-ALL standard 90° Vee Notching units conform to all
unit tooling industry standards and can be adapted to a multi-
tude of operations in the metal fabricating industry.
In addition to Vee-Notching sheet and angle (note closeness to
' leg of angle provided by wide open design), they can be used
HD UNIT as corner notching units to provide a 2” square notch. Exacting
manufacturing standards assure low-cost, low maintenance and
high productivity.
i — 7 /’T
‘ =—-2.000—
I F————+—— —— | | .375 DIA.
| g e o (e SR ‘ PILOT PINS
| \\
\ P i O ‘ /\
| MY °0%\ 1/
5 % |—,_'r1 N 1 [
L AN L T s o8 T & ¢ PlLOT PINS
| I,\HI'—\\I /,\}« b § HOLDER
‘ f—r—F] g
| \Jl./1) W \ SUBJECT DETAIL
!l L +— (FLAT OR ANGLE)
| B A—
_N r————- - \



EDGE NOTCHING UNITS

RECTANGULAR OR
SHAPED NOTCHING

MILD STEEL RD SERIES RD & HD HD SERIES
MAX. METAL THICKNESS 125 ... - 250
SHUT HEIGHT 51, “!!’B'.‘,ls 8%
DIE HEIGHT 2% PLUS %
WIDTH OF Notch “A” Depth & Cat. No. Notch “A” Depth & Cat. No.
NOTCH “B” 1%" 3 1%" 3"
1” 28110 28310 4 " 38110 38310
2 28120 28320 3 " 38120 38320
3 28130 28330 3 38130 38330
STANDARD EDGE NOTCH
4 28140 28340 3 " 38140 38340
| - 5 28150 28350 4" 38150 38350
-ﬂ’-;"}ﬁ&' - 6 28160 28360 4" 38160 38360
7 28170 28370 a%" 38170 38370
8 28180 28380 4" 38180 38380
9" 28190 28390 4" 38190 38390
10" 28100 28300 %" 38100 38300

Modified notch for shaped edge and pierce

Edge notching units should be specified by catalog number for standard sizes and

| DIE

! HEIGHT
i

]

1

operation.
material thickness given. Intermediate sizes are made using next larger size. Specify
A and B dimensions and material thickness. Irregular shape units or units with per-
, forating punches built in are made to order. Send sketch for quotation. RD and HD
: Series are compatible with respective series of perforating and corner and Vee notch-
ing units.
(A-115") 718"
UNIT LENGTH OVERALL
(A-3") 8%” ALL UNITS
~1.500—
SUBJECT
DETAIL
e 1
WIDTH AR O 1
ARERY. o S 4 HOLDER 1
“w q T T € PILOT PINS s
e e t @ ; N ,/ l
______ - |
N
L / —p— 375 DIA.
i PILOT PINS
STRIPPING SPRINGS % DIA. BOLT
HOLD DOWN SLOT
| I
[ niv l { ]
. Wil hig | H '
‘}‘I\\" :",.\i } 1
A RS B
H | , HEIGHT
---------- : ;

1L.500



SPECIAL APPLICATION PUNCH AND DIE DATA

HEELED PUNCHE
EXTRUDED HOLES FOR SCREWS _ S
) N ) ) . Heeled punches, as shown in Sketch “A”, are used
STANDARD UNITS may be equipped with SPECIAL PUNCHES and for notching the edge of a sheet and are available
OVERSIZE DIES to produce extruded holes to provide additional ma- in all Regular Duty and Heavy Duty Shaped Units.
terial to accept SHEET METAL SCREWS and, in thicker materials, The heel of the punch projects into the die to sta-
permit tapping to reccive MACHINE SCREWS. bilize the punch. When the size and shape of the
: notch permits its use, it provides an economical
'\ . thod. Notches beyond the range of heeled
; No. 6 SHEET METAL CAN BE b : . :
or MACHINE SCREWS S TARPED PN punches require special notch .umts.
Punch Diameter “A”, .106” THICKNESS DIE DIA.  MACH. SCREWS J
g Grind Punch-tip to POINT 232%; 169 No ,_‘_‘_/ !
| PUNCH 22 Ga. 181 N J
/" DA 0299 -
i memt 2338539‘ 193 No %
I'a
b ML 1&%; 217 Yes
), OE : - " - "
16 6a. 21 Yes }}cn requesting quote, draw a skelch_ pf the re-
All 7. 0598 ’ quired notch, similar to one shown, giving shape
and dimensions A and B.
CAN BE - — jo—
No. 8 SHEET METAL METAL TAPPED FOR " '
or MACHINE SCREWS THICKNESS DIE DIA. MACH. SCREWS \
Punch Diameter “A”, .136" 24 Ga. Y T 77 ]
Tip Diameter “B”, .075" 0239 s o 2 1 . y
A3 21 No RADIUS-CORNER L !
éos SHAPED PUNCHES I
‘0358 223 No AND DIES
18 6a. Radius-corner punches and dies are made SPE-
0478 247 Yos CIAL as matching sets and can be obtained for all
Puncw 16 Ga. - Y Regular Duty and Heavy Duty Units (RDS and
Dia 0598 # & HDS).
L "T‘i No. 10 SHEET METAL or MACHINE SCREWS Punches with Radii — Increase in price over stand-
IE‘)_"l L— Ti» Dia Punch Diameter “A”, .157” S(d shaped punches and
Tip Diameter “B", .090” e
¥ e Ml =1 220 No
i i 5 226 232 No
e 0298 THIN-SECTION SHAPED PUNCHES
233‘;5; .244 No If one dimension of an obround or rectangular
//. ;“ punch is less than '&”, there is an extra charge
r - 268 Yes because of manufacturing difficulty. Thin-Section
v U i punches can be obtained for all “RDS" and
; 13559%. 292 Yes “HDS™ units.
COUNTERSUNIK [ SCREWSIZE __ N0. 6 NO.8 _ NO. 10 75 e % ELECTRICAL CONDUIT
HOLES FOR RD UNIT RD-1% RD-1% RD-13 RD-13% RD-2% RD-2Y4 SLIP HOLE PUNCHES
FLAT HEAD HD UNIT HD-1% HD-1% HD-1%2 HD-1%2 HD-2 HD-2
- METAL Punch Die Punch Die Punch Die Punch Die Punch Die Punch Die
SCREWS INICKNESS  “A" Dia “A” Dia. “A" Dia. “A" Dia. “A" Dia “A" Dia. Pusch Size
- 120 29 148 352 157 405 183 530 213 560 238 .99 | | ConduitSim Slip Hole
2. 125 306 .153 357 .165 410 .190 535 219 666 .245 794 ?/: ,’%‘ Use
0289 . : g : 2 y . { A : :
a. ni
.03%9 142 313 167 363 .171 416 .197 541 .226 671 252 .80O ::‘2 1%
TG s 318 174 313 185 427 211 552 240 682 266 810 :
- . Rsequlfels
- 157 329 188 385 200 438 227 563 253 693 281 822 e S ey
14 ga. No Units
0747 165 343 206 398 217 452 239 570 270 .707 292 835 3 3% Avail-
. 144 380 175 426 200 480 278 604 304 734 332 863 o s =
‘ 1046 . ’ ’ ’ ) > i 2 ; . g ) K 4% Reguires
k. ek 150 397 200 454 200 507 288 625 341 761 369 .890 : = o




QUICK TEMPLATE SET-UPS FOR TEE-SLOTTED BOLSTER PLATES

R\

Three basic systems are used:
1. The “saved part” template.
2. The “locator pin” template.
3. The “die button locator” template.

\g TEE-SLOTTED PLATES provide for fast economical set-up of unit tooling for short and medium production runs.

THE SAVED PART METHOD is prob-
ably the most popular. When a run is
completed, one part is set aside to be used
as a template for repeat orders. Units are
placed in approximate position on the
TEE-SLOTTED PLATE and punches
and stripping springs removed. With the
“template” in position, the punches are
then replaced and fed through the pre-
viously punched hole into the die. (When
using Heavy Duty Units*.) When all of
the units are thus positioned, they are
bolted firmly in place on the plate. Next
step is to position back and side gages
against the edge of the template and bolt
them in place. The punches are then re-
moved, the springs replaced and the punch
assembly returned to the unit. The set-up
template is removed and returned to stor-
age and the set-up is ready for production.
*In Heavy Duty units, punches or locator pins
are used for locating. In Regular Duty units,
the punch, only, is removed and Locator Pins
(see below) are used.

THE LOCATOR PIN METHOD uses a
18" thick set-up template with ¥8" diame-
ter holes (jig-bored when precision loca-
tion is required) in the location of all holes
shown on the blueprint (regardless of
diameter called for). By removing the
punches and springs in Heavy Duty units,
or punches, only, in Regular Duty units,
LOCATOR PINS are inserted and the
part set-up is completed by the same
method used in the “saved part” proce-
dure. The concentric tapered point of the
locator pin assures accurate positioning of
the units. LOCATOR PINS are available
in the same body diameters as the punch
in any given unit. See table of sizes below.
PIERCE-ALL has complete engineering
and manufacturing facilities to furnish ac-
curate templates for this method. Submit
part print for template quotation.

THE DIE BUTTON LOCATOR
METHOD also used a '&" template but
instead of %" diameter holes for location
of units, holes are made to the same size
as the O.D. of the die button of the unit to
be used in each hole location. With this
method, it is not necessary to remove
punches or springs. Units are positioned
in approximate location on the TEE-
SLOTTED PLATE and the template
dropped over the die buttons and left
there. With the templates locating the
units from the die button, the units are
then locked in place. Gages, in this case,
are usually small blocks permanently bolt-
ed to the template to save set-up time.
After production is completed, the tem-
plate is removed and the units used on the
next set-up.

NUT, BOLT AND WASHER SETS FOR
TEE-SLOTTED BOLSTERS AND BED RAILS

LOCATOR PINS FOR SET-UP

Cat.
Use with units no. no.
LD % 9300
RD % 9304
RD 1 9305
RD 1% 9301
RD 1% 9302
RD 2% 9303
HD1&1% : 9311
HD 1% 9312
HD 2 9313

,%,

For Series RD-34 use 9581, LD-% use
9582. For all other Series, order Catalog
Number 9580.

PIERCE-ALL TEE-BOLTS for locking
units on plates and bedrails make it un-
necessary to waste time sliding bolts in
from the ends of the plate. (Sometimes
the ends are inaccessible if the plate is up
close to the gibs of the press.) They also
save time by allowing units to be posi-
tioned and locked in any sequence without
disturbing the rest of the set-up. “TEE” of
the bolt slips through the slot in all stand-
ard units, then down into the TEE-SLOT
in the plate. The bolt is then swung 90°
and the nut locked tight. Bolts are always
assembled and bolt, washer or nut cannot
be misplaced.
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MOUNTING ACCESSORIES

TEE-SLOTTED BOLSTER PLATES -- STANDARD AND SPECIAL

Pierce-All Tee-Slotted bolster plates for punch presses or press
brakes are stocked in standard sizes for immediate shipment.
They are made of hot rolled plate and are ground top and bottom
to provide a flat mounting surface. For lengths shorter than
catalog, we will saw cut from a larger piece. See set-up charge

for cutting to length in price book. Where longer than catalo.
lengths are required, we suggest ordering two standard lengths
(or one standard and one altered) and ordering the butting ends
machined square. This will provide purchasing economies and
ease of handling.

v P |

CATALOG LENGTHS BY INCHES
NO.

WIDTH | SLOTS 24" 30~ 36” 48" 60"

127 6 9415-24 9415-30 9415-36 9415-48 9415-60

187 9 9425-24 9425-30 9425-36 9425-48 9425-60

24" 12 - 9435-30 9435-36 9435-48 9435-60

30" 15 - P 944536 | 944548 | 9445.60 ‘

Unlimited flexibility for setting up

all types of units.

‘ CORNER NOTCH

11

@
LI

@E o ' Y=
| 1o ‘

T‘ﬂ
&

The drawing above shows a typical set-up for short run, non-
repeat applications. This method is most economical and versa-
tile where precision location of holes or notches is not required.
It can be template-set for accurate repeat jobs by punching or
jig boring location holes the same diameter as the die button in

T0 ORDER, SPECIFY: )
(For catalog sizes) quantity, catalog number.
(For cut or special* sizes) quantity, length, width.

—
|

-

14" sheet stock. The sheet is then dropped over the buttons and
left in place to act as a “support table™ or, regular pilot pin
holes can be put in a ¥&” template with clearance holes added
to clear T-bolts. The units are then bolted in position. See page

35 for template set-up methods.

*When ordering two or more plates to be butted together, specify if butted edges are

to be machined square.
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MOUNTING ACCESSORIES

TEE-SLOTTED BED RAILS FOR PRESSES and PRESS BRAKES
(Set up with steel Template Strips or Rail Spacers)

The 9500 Bed Rail for press brakes or punch presses is a high-
ly flexible mounting method which permits the use of low cost
¥2”" thick x 42" C.R.S. template strips for locating punching
and notching units and gaging accessories. These strips can be
jig-bored for precision hole location of units. The units and ac-
cessories are then bolted down using the tee-slots. The side
view drawing shows a bottom key for fast mounting in press
brakes. Key on top of the rail permits use of template strips

and fast set-up Rail Spacers (see page 38).

Without the top key in place, wider template strips can be used
to permit a greater front to back area for staggered hole patterns.
The 9500 Bed Rail is stocked in 4, 5 and 6 foot lengths for
ease of handling, but can be ordered saw cut to shorter lengths.
For longer lengths, rails are supplied with butting ends ma-
chined at small extra charge (See Price Book). Top and bot-
tom keys are standard on all lengths.

& A
4875 — - ORDERED
| 2437 L e
| .500 ] f
3 | VLt Y ‘f Lfoo
L%JSL %—‘ %*L*@-iﬂiﬂ T0 ORDER, SPECIFY:
L— s . 10 QUANTITY, CATALOG NUMBER 9500
AND LENGTH.
o e A ol ©F = B © |
<71 . &
¢ ; 14 ! 1 —
T Holel el [ | DN e/ ¥ ‘
%

FORM DIE TEE-SLOTTED BED RAILS
FOR PRESS BRAKES

The Style 9510 Bed Rail has all the features of the 9500 de-
scribed above, but is made 1” thicker and is furnished with an
auxiliary slot which accepts most standard press brake dies.

-~ 4878 'T"*;‘Q‘“‘* -
7 |
rgwgbzAmua * :
! S
I
—

This eliminates the need for removing the rail to use the brake
for forming operations. Also, by making the brake dies the
same shut height as the units being used, combined punching
and forming progressive set-ups are possible. Stock lengths and
ordering information is the same as for 9500 styles.

! 9510 BED RAIL
' WITH DIE MOUNTED

TO ORDER, SPECIFY:
QUANTITY, CATALOG NUMBER 8510
AND LENGTH.

| )
:_____;_:;—"_:::—:*:a‘gy M 2
T '
| %_g \h |
1 %L
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MOUNTING ACCESSORIES

STEEL TEMPLATES FOR PUNCH PRESS OR PRESS BRAKE

STEEL TEMPLATES are the fastest and most economical
mounting method for continuous or repeat production opera-
tions. Y2 thick plates are used for templates and are jig-bored
to accommodate pilot pins. Hold down holes are drilled and
tapped for locking units in place.

Main advantage of template mounting, in addition to low cost
and repeat set-up accuracy, is the savings in down time afford-
ed by setting up outside the press and then locking in position
with a few bolts. Also, units can be removed and used in other
set-ups and the template stored.

TO ORDER, SEND FLAT DEVELOPMENT PRINT OF PART TO BE MADE.

R TYPICAL TEMPLATE SET-UP WITH KEY FOR PRESS BRAKE _‘l g
L

Set-up drawing on page 37 shows %" x 44" template
strip mounted on 9500 Bed Rail

Typical short run set-up using a
PRE-ENGINEERED and PRE-
DRILLED TEMPLATE.

Units shown for illustrated
purposes only—not standard

or available on special order.

RAIL SPACERS FOR 9500 and 9510 BED RAILS

For quick, accurate and convenient mounting of unit tooling on
Bed Rails for presses and press brakes, use Rail Spacers. These
are designed to mount units in straight lines or in staggered
hole patterns. Spacers are also made for notching units.

All Rail Spacers snap into the Bed Rail and slide easily for
quick left to right positioning. Spacers for notching units have
three pilot pin holes for squaring up the units. All spacers have
two built-in locating methods. On one side, there are two pilot
pin holes used when punching in-line patterns. When flipped

PART NO. | FOR USE wiTH UNITs | RALSPACER
9590 5 x 5 Corner Notch Unit LVS
9591 | Up to 1" Wide 1 -
9592 1%" to 2" Wide "'
9593 | 2 to 3 Wide 2
9598 | 3% Wide 3w
9595 | 4 Wide ..
959 | 5 Wide 5

Railspacers are equipped with s

over, a slot is available to permit the units to be positioned
front to back. A center mark on the spacer makes measuring
left to right location simple.

Two spring loaded balls in the back of the spacers press against
the back of the slot, holding them firmly in place and against
the key of the Bed Rail, assuring accurate line of holes in
straight-line set-ups, spacers are plated to prevent rusting.

TO ORDER, SPECIFY:
QUANTITY, CATALOG NUMBER

used as the gauging position.

5.2 STANDARD UNIT
Staggered Pattern

5.1 STANDARD UNIT
Straight-Line Pattern

Part. No. 9597

i -

53 CORNER NOTCHING SPACER
Flipped over for

liary plate for

front to back adjustment

gaging or stops

20

pring load ball-locks for firmly positioning the railspacer against the key




Standard and semi-standard WORK STOPS will meet most
~ gaging conditions. Each stop accepts 2" cap screw or T-bolt for
positioning. All cast holders* are 1'4” wide and equipped with
¥2" pilot pins. Stops are ground in the same manner as the per-

GAGES, STOPS and PICKUP PINS

forating units to insure the stop being square and vertical with
the mounting. Stops are made to operate with the 2 19/32”
die height of the Regular Duty (RD) Units and the 3% die
height of the Heavy Duty (HD, HDA, HDTP) Units.

CATALOG NUMBER

SPRING LOADED STOP PIN

9630 (RD) I
9730 (HD, wic) I
\
I
]

SPRING-LOADED STOP PIN — For
progressive piercing when using edge
of sheet for gauging.

*
l UNIVERSAL—Used for both RD and
- HD Units. Quarter-turn of gauge pin
| brings adjusting screw into position to
- t gs ad) g .
! 'T camos musen e | : ‘ i correct any error in blank sizeupto ¥&8".
' i3 I i
l I i [l =
SIS RIS S Two basic castings are used for the RD and HD styl—o:
* [ . Pin construction is varied as shown in drawings.
l{ FIXED-PIN PICKUP — For locating
[ camauoe mumsen 9610 o) [ i on holes previously pierced for multi-
! e T T L ple or pass-along operations.
: 5 e ; | | f- Specify Dimension “A”.
5 5 S
* i SPRING-LOADED PICKUP PIN —
T , kﬁ: For progressive piercing when using
1 CATALOG NUMBER 9620 (RD) \ .
| e ) A edge of sheet for gauging.
B Euwil Specify Dimension “A”.
1 | \_;_[
* rﬂ:‘: It

A

UNIVERSAL FIXED PIN

TEMPLATE WORK STOP
A compact, economical stop for use
with RD, HD, HDA, HDTP Series of
Perforating and Notching Units. De-
signed especially for use on mounting
templates. Requires 2" hold-down
cap screw.

UNIVERSAL FIXED PIN TEMPLATE
WORKSTOP

L___,* -yl

CATALOG NUMBER 9650 (RD)
$790 (MD. eic )

ADJUSTABLE TEMPLATE
WORK STOP
Same features as No. 9740 Stop but
with added adjustment to compensate
for variations in size of work-piece.
Order by appropriate number for unit
series with which it is to be used.
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APPROXIMATE PRESSURES (TONS) REQUIRED

FOR PUNCHING ROUND HOLES IN MILD STEEL

1 1 ! %, ¥ % 14" %, %" Ky %" X, P X, 1
DECIMAL EQUIVALENTS OF STANDARD GAUGES HOLE DIRMETER | 125 ] 1875 [ 250 [ms { 37 [ 4378 i sw] 5625 [ 525 |sm [ 150 } 8128 ] u‘)J 3375 ]z 000
OF STEEL AND ALUMINUM SHEETS wiotid | Toikies :
Gauge inches PRESSURE IN TONS
NUMBER SMEET NUMBER SMEET 2 o1s* | 2 2 3 4 | 4 5 5 l 7 ' BRI EE
" STEEL ALUMINUM or STEEL ALUMINUM ] |
Sauer ®. _:L::;“ 4(:,“.’1 SAuS o r‘n::.Iu ‘.““‘”:‘ 2% | o 2 3 4 s | s ) 1| = BENREREREEIERED
q o decmn (Thi in | |
ports of on inch) parts of on inch) [ 2 024* 2 HEE ? ] s | HEEEEEEEDED
3 ggi; :;:; ;; g;:: g;aj n 030° 3 BIEEEEEEEEEE t 15 [ 1| s ] s ] 21| 22 24
5 2092 llBl? 23 -0269 0222 20 038" s | ] 7 s ] 12| va] s 1s | as| 20| 23| 25| 28] 28
é 1943 1620 24 0239 '070, 18 048° s | 1] s | 12| 14| 18] 18] 21 24 | 28| 28 31 13| 3s| 38
. l ]
7 1793 1443 25 0209 0179 | 1 060° 5 | s |12 [ as| ve| 21| 23] 28] 29| 22 35 | 38 | 41| ea| 42
g 1644 1285 26 0179 0159 1% 078" 1 10 |15 | 18| 22| 26| 29| 33| 37 [ a0 | aa| 48| 51| 55| 509
]; :;:: :;:; 27 0164 0142 12 1050 | 18 15 | 21 | 26| 31| 38| 1| 46| sv | 57| 62| 61| 12| 12| 82
n .H% 0907 ;: g:;: g:?; " 129° | 12 18 |24 [2s [ as| ar| a7 sa[ss[e2[ 71| 76 [ 63| sa| su
12 1046 0808 10 0120 0100 [ 1o 138+ 13| 20 |26 | 33| a0 | 46| s3| ss|[ ss [ 23] 1s] es [ 52| s3] r0s
13 .0897 .0720 3 .0105 .0089 | 157" | 23 |31 | 3e | e8| s4 ss‘: 69 | 77 | o4 | 92100 [1007 | 115|123
14 0747 0641 32 0097 .0080 [ % weee] —| 28 | 37 ] as 1 55| sa| 24 a3] 921w no[ 20 2s] 138 148
15 0673 0571 33 0090 0071 4 2%0°° 43 | 61 14| o8| o8| 1|23 [as [ 1ar | 160 [ 122 ] 1ea| 192
1“; gigg gig: g; %gi gg:: 3y 375" 111 | 128 | 148| 165 | 185 | 202 | 221 | 238 | 258 | 275 | 298
18 0478 0403 15 0087 0050 14 s00°* “ | = | =] =] =197 220 2456 | 269 | 295 | 318 | 344 | 368 | 39.4 |
19 0418 0359 37 0064 0045 * 525°* - 308 | 237 | 389 | 339 | 430 | 450 | 492 11
20 0359 .0320 38 .0006 .0040 | = 750°*| = | -] = I [ BEIENERERED
1 . - = | = = = = z == =
[ | 1000 | [-1-1 -1 1 =1 | | s |
To obtain toanage required for punching round Te obtain toanage required for notching mild steel multiply as follows.
Bolu fn iy wiuel sy 56 Yoo TOTAL SHEAR LENGTH X MATERIAL THICKNESS X 25
31416 X DIAMETER OF HOLE X PRESSURE REQUIRED FOR TOTAL LENGTH OF SHEAR
MATERIAL THICKNESS X 25
Formula for stripping pressures —
PUNCHING PRESSURE REQUIRED FOR ONE HOLE Shear Leagth X Thickness X 3500 — Pressure in Pounds
**USE HD, HDA, HOTP, OT *USE RO, LD
FEED RAIL, ADJUSTABLE
! APPROXIMATE PRESSURE (TONS) REQUIRED FOR NOTCHING
e [ S I R I S I I I A s
STO Ps RAM PLATES THICKNESS | prcimal ] 036 [ oan|os0o | o3| ves| rze| was| wer| 250 ars| see| s2s| Tse| 10eq
I Tons miguinte 1 |
TO NOTCN 1 llI‘fIJ " 130|188 | 200 288|228 | 288 | 01| 680 | 9% 1281575/ 1078] 2500

FEED RAIL WITH ADJUSTABLE STOP—A sturdy combi-
nation of FEED RAIL and ADJUSTABLE STOP. Available
in two heights; 2 19/32” for use with the Regular Duty (RD)
Series of units, and 3%2” for use with the Heavy Duty (HD,

HDA, HDTP) Series of units. Designed for use on 4" Moun[ing.
Template, 9500 Series T-Slotted Press Brake Bed Rails and 9400
Series of T-Slotted Bolster Plates.

No. 9692 Adjustable stop

Catalog Number 9691 (RD) Rail only
9791 (HD, etc.) Rail only

Design allows attaching FEED RAIL to No.
9500 T-Slotted Bed Rail in a Press Brake.

RAM PLATES are furnished in sizes shown in table to
provide additional ram area for staggered hole punching

problems. Wider ram plates or press brake angle supports —» |-
are furnished to order. All plates are furnished with keys. CAT. NO. | THICKNESS | WIDTH| *STANDARD LENGTH IN.
Interim or longer lengths priced on request.
_ ' ) 9550-* %" 5 12-18-24-30
To order, specify: Quantity, Catalog Number, Length.
‘ 9551-* %" 6" 36-48-60-72
5
;’2 7 | 9582 %" | 5 fcanbe cut to interim size)
1
|
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PLEASE READ THIS BEFORE SELECTING AND ORDERING

SHOULD YOU ORDER UNITS FOR ROUND OR SHAPED HOLE PUNCHING?

Units can be ordered for ROUND or SHAPED hole punch-
ing. SHAPED UNITS can be used for BOTH ROUND and
SHAPED holes. ROUND UNITS are for ROUND holes only
but are convertible to SHAPED hole punching using an inex-
pensive CONVERSION KIT.* Since re-usability is the key
to profitable use of unitized tooling, you should consider fu-

ture needs when ordering units. It is suggested you order
SHAPED units NOW if you anticipate a need for shaped
holes later. The shaped units will come equipped with the
conversion kit parts and can be ordered with ROUND
PUNCHES AND DIES.

TABLE OF SPECIAL SHAPES

Hexagon P-A10 Flatted Round P-A11 P-A12

P R

T
.
T

P-A13 P-A14 P-A15
R

N=No. of Sides

P-A26 P-A27

p
[——“—-I N=No. of Sides

“ P-A32

P-A38 P-A39

|"“ W _"l N=No. of Teeth

NOTES FOR USING TABLE

1. All shapes will be centered on the shank or body as shown. unless
otherwise specified

2. Specify shape and orientation to holder—90° keying is standard.

3. Specify part number of unit for which punches and dies are ordered
(RD-1%:, HD-2, and so forth).
4. Specify either material thickness. or roral die clearance.



