-

www.ips-werkzeugtechnik.de

iDS O

B Werkzeugtechnik

werkzeugtechni



|
o=
o



Consulting and Engineering Services //

Systems - Machines //

Presses - Special Units - Tools //

Punching Units //

Tools - Reduction Bushes - Strippers //

System Extensions //

Small Presses //

Partner Programs //

|
8



‘ ips — intelligent, strong and quick ...

// Wild Boar Goulash

e 1 kg wild boar goulash

3 tbsp oil

150 g streaky bacon

2 large onions and 2 garlic cloves

salt, pepper and 3 tbsp flour

Ya litre red wine and %2 litre bouillon or game stock @
1 tbsp tomato purée
thyme, rosemary and — just as you like - wild game seasoning

1 large can of chanterelles and %2 cup of créme fraiche (sour cream)
garlic powder

// Cooking

e Wash meat and dry thoroughly. Brown meat in hot oil, then keep warm.
Dice bacon and onions and brown them also. Add meat and season with
salt and pepper. Add red wine and bouillon, season and braise in a closed
casserole about 60 minutes.

e Mix flour and a small bit of water and thicken the boiling sauce
with the mixture. Taste and season.

e Heat the drained chanterelles in the sauce and refine with creme
fraiche.

// Preparation time
e about 30 minutes, level of difficulty: normal

/] Enjoy! T{@ﬂ



About us
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B Werkzeugtechnik

Which punching unit or which punching machine do you need

to offer efficient, flexible and reliable solutions for individual

customer requirements? ips-werkzeugtechnik’s job is to

find the appropriate solution for you...

... because ips stands for intelligent punching solutions.

An extensive know-how on both industrial sector and applica-

tion requirements provide the basis for intelligent solutions. The

high-quality tool units in the present catalogue are to a large

part the product of this know-how. Depending on the applica-

tion, these units are ideally suited to be combined and exten-

In October 2006,
ips-werkzeugtechnik took over the
punching technology segment of
DE-STA-CO Europe & Co.
Werkzeugtechnik, which has
earned us a new strategic position
on the market. We have gained
many years of professional
experience, a tried and tested
product range, technological know-
how, knowledge on the industrial
sectors and a high innovation
potential. These strengths are now
being enhanced in a team which
has long since been working
together. The goal of our efforts is
to be your first-class supplier

for every aspect of the punching
process.

ips - intelligent, strong and quick...

ded to complete systems.

Furthermore, we also develop solutions which
are tailor-made to your individual requirements.
No matter whether you are looking for a single
component, a standard application product or a
customised special solution: ips will provide
you with the perfect punching machine to im-
prove your punching productivity. Developed,
manufactured and assembled in Germany: high
quality products at competitive prices.

Roger Schlitter
Dipl-Ing/FH, Managing Director
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B Werkzeugtechnik

Dresden




Consulting and Engineering Services //
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Lconsulting and Engineering Services //

// Project management and consulting

/1 Manufacturing optimisation with cost reduction
/1 Compilation of specifications

// Design services

We raise questions
// Is it possible to design a better product with regard to automation?
// Which dimensional tolerances are necessary?



Consulting and Engineering Services
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Our consulting services

We search and develop solutions for the specific applications of our
customers.

We support you in optimising your products.

We analyse manufacturing sequences and manufacturing processes.

We observe the indicated tolerances and coordinate feasibility
with regard to the tools or the unit.

We discuss safety concepts.
We develop ideas for parts handling.
We assist you in the complete planning of the system.

On request, we perform profitability calculations.

B Werkzeugtechnik

Our engineering services

Complete design with SolidWorks including CAD data.
Designs of tools, fixtures, machines, test benches.
Tolerance analysis and agreement on a design concept.

Integrated measuring and testing equipments.
Complete documentation.

CE mark with risk analysis in accordance with the EC Machinery
Directive 2006/42/EC.

All rights to technical modifications reserved.



Consulting and Engineering Service

CE declaration and risk analysis
with »Safexpert«
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Stamping //

\

Assembly // insertion //
Crimping //

Laser cutting units // ‘

Ips Pressure assembly //

B Werkzeugtechnik

Sawing // drilling // milling //




We look forward to meet your requirements

IDS

Check list for offers — also available at www.ips-werkzeugtechnik.de

B Werkzeugtechnik

Company name Contact person, department

Street Telephone/fax

Postal code, town E-Mail

Material details: Tensile strength in N/mm?2 Material thickness in mm:

Performance specification available?

Should we supply a quotation for limit stops and guides?

Free form surfaces — adapted tools — please mark Q yes

Should we supply a quotation for a complete unit with CE mark?

Which safety equipment is required by the customer?
(sliding door activated with both hands / light barrier / operation with both hands)

Cycle time (sec): Strokes/d:
Shifts: 1 shift/d 2 shifts/d
press-operated pneumatic
Nominal pressure in bar pneumatic

Quotation for hydraulic equipment required? What kind of equipment?

Quotation for integrated counter required?

Throat depth in mm: Feed clearance in mm:

Checklist

Do

3 shifts/d

hydraulic

hydraulic

ips-werkzeugtechnik gmbh
BrezelstraBe 4
79418 Schliengen - Germany

T +49(0)7635/3155-800
F +49(0)7635/3155-880
info@ips-werkzeugtechnik.de
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LUnits - Machines //

// tailored to your individual requirements

Non-cutting processing
// punching // pressure assembly // stamping // pressing
// insertion // laser cutting ...

Metal-cutting processing
/1 sawing // milling // drilling
// thread cutting ...

And much more ...

/1 Insertion and removal by means of pick & place units or robots

// Planning in accordance with the customer performance specification

// Design with SolidWorks

// Control technology in accordance with the latest safety regulations

// CE mark with risk analysis is created by means of SAFEXPERT
software

/1 Commissioning on customer’s premises including after-sales services

/1 Spare parts supply



Units - Machines ips

B Werkzeugtechnik

Industrial

seco.  Vehicle registration

Project: 091002
Material: aluminium
Function: Punching of vehicle registration numbers,

the distance between holes is
adjustable by means of 14 templates.

2//1 All rights to technical modifications reserved.



Units - Machines
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Industrial
sector:

Project:
Material:

Function:

B Werkzeugtechnik

HVAC
101216
polypropylene (PP)

Serial punching unit for punching mist collectors.
Special features:
— power cylinders can be switched on individually
— punching width is 5 times adjustable

by means of a plug-in system
— two-hand safety release

2//2

All rights to technical modifications reserved.



Units - Machines ips DQ

B Werkzeugtechnik
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Industrial

scor:  automotive industry

Project: 100201
Material: polypropylene
Function: Device for punching the inside lining,

indirect lighting.

2//3 All rights to technical modifications reserved.



Units - Machines

Industrial
sector:

Project:
Material:

Function:

B Werkzeugtechnik

solar industry

090129

aluminium profile

Punching unit for the processing of solar profiles.

After the punching process, silicone is injected into
the sealing joint.

All rights to technical modifications reserved.



Units - Machines

Industrial
sector:

Project:
Material:

Function:

iDS O

B Werkzeugtechnik

furniture industry

070227
steel tube
Pneumatic pipe punching unit

for double-face punching with insertion
and reduced insertion.




Units - Machines ips

B Werkzeugtechnik

Industrial

sector: vehicle construction
Project: 070214

Function: Unit for punching 3m long profiles.
The unit can be operated from both sides
and is equipped with two transmitters
for length measurements.

2//6 All rights to technical modifications reserved.



Units - Machines

Industrial
sector:

Project:
Material:

Function:

solar industry

090901

aluminium profiles

Special unit (20 x 4 m) for the processing
of solar profiles: sawing, punching,

nose forming and knurling of six
different profiles.

B Werkzeugtechnik

All rights to technical modifications reserved.



Units - Machines

Industrial
sector:

Project:
Material:

Function:

B Werkzeugtechnik

automotive industry
090126
PP with fabric lining

Punching unit for D-column covering.

15



Units - Machines
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Industrial
sector:

Project:
Material:

Function:

2//9

B Werkzeugtechnik

automotive industry
090127

compound material

Unit for punching the

Parctronic cutout in the
inside roof lining.

All rights to technical modifications reserved.



Units - Machines

Industrial
sector:

Project:
Material:

Function:

B Werkzeugtechnik

automotive industry
080326

PP

Unit for punching the

tank cap cutout in the
rear mudguard.




Machines ips
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All rights to technical modifications reserved.




Units - Machines
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B Werkzeugtechnik

Industrial
sector:

Project:
Material:

Function:

2//12

automotive industry
030715
compound

Pneumatically operated punching unit

for cutting hole profiles in the inside

roof lining of vehicles: make-up, Parctronic,
array, window bag, reading lamp, rains sensor.
The special unit can be controlled by

the SAP software of the customer.

The unit ensures positioning and identification

of the inside roof lining blanks before starting the
required working cycle.

All rights to technical modifications reserved.
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LPresses - Special Units - Tools //

Non-cutting processing
/1 punching // pressure assembly

// stamping // crimping // insertion

// laser cutting ...

Special units

// drive

/1 hydraulic

/1 pneumatic

/1 hydropneumatic
// servo motor

Presses up to 1,000 KN
/1 pneumatic

/1 hydraulic

/1 hydropneumatic

// servo drive

Metal-cutting processing
// sawing

/1 milling

// drilling

// thread cutting

And much more ...

// sawing unit — according to
customer’s requirements

// drilling-milling unit — according
to customer’s requirements

// thread cutting unit
on request



Customised Projects

iDS O

Industrial

seco: Machine tools
Project: 100628

Material: S 235 JRG 2C

Function: Special press unit for notching,

pulling and cutting off,
2 x 700 KN plus 1 x 100 KN.

B Werkzeugtechnik

All rights to technical modifications reserved.



Customised Projects
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Industrial
sector:

Project:
Material:

Function:

B Werkzeugtechnik

automotive supplier
080625
deep-drawing sheet

Pressing tool for solenoid valve — Volvo.



Customised Projects ips

B Werkzeugtechnik

Industrial

seco.  ventilation industry

Project: 071204
Material: steel sheet
Function: Press unit for punching round blanks,

the number of strokes is 450 H/min.

Adjustable parameters:
—round blank diameter
— division

— speed

ights to technical madifications reserved.




Customised Projects ips

B Werkzeugtechnik

Industrial

seco.  construction industry

Project: 060418
Material: steel wire B500/7
Function: Special hydraulic unit for bending

wires (@ 8 — 10mm);
the angle accuracy can be adjusted.

All rights to technical modifications reserved.




Customised Projects

Industrial
sector:

Project:
Material:

Function:

B Werkzeugtechnik

construction industry
080318

steel cable with pressing bush

Unit for pressing steel cables.

The hydraulic crimping press
has a pressure force of 2,700 kN.

Al rightsiie g‘



Customised Projects

O

s vehicle construction
Project: 040313

Material: aluminium extruded section

Function: Special hydraulic unit.

The die is flexibly mounted so that
it is possible to notch an intermediate bar
in the aluminium profile.

a Industrial
sector:

| |y : Project:
" |]: I Material:
| I Function:

-

. ——
——
— A,

I
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B Werkzeugtechnik

metal constructions
awnings, doors, window construction, conservatory,
door profiles etc.

001001
aluminium extruded section
Electrically operated punching press

with integrated notching tool.
The pressure force is 71t for 60 working cycles.

All rights to technical modifications reserved.



Customised Projects

Industrial

sector: automotive industry

Project: 000731

Material: steel sheet

Function: Special pneumatic unit for punching
holes with @ 12 mm into a steel sheet.
The unit is mounted on a base plate
by means of linear guides and is led
to the workpiece from X/Y directions.
The punchings are removed by means of
a hose connected with a »venturi nozzle«.

Industrial
sector:

Project:
Material:

Function:

B Werkzeugtechnik

automotive industry
040217

PPEPDM

Special hydraulic unit for

cutting the trailer coupling recess
in the rear bumper of a VW Passat B6.

All rights to technical modifications reserved.
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‘ Punching and Cutting Units //
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Table of contents Ips
B Werkzeugtechnik

Punch Throat Standard Material

Series lllustration / Order Number PR P — - thickness
100 100-160 2—7 160 0,3-5
101 101-200 F 2-13 200 0,3-5
102 102-200 F 8-25 200 0,3-5
103 103-200 F 25-40 200 0,3-5
104 104-200 F 40-63 200 0,3-5
105 105-300 F 63-100 300 0,75-5
111 111-125F 2-13 125 0,3-5
112 112-200 F 8-22 200 2-10
113 113-200 F 22-38 200 2-10
114 114-200 F 35-63 200 2-10

a4 | All rights to technical modifications reserved.



Table of contents

Series

600

Series

601

Series

605

Series

606

Series

610

Series

624
626

IDS

Illustration / Order Number

600-063 L/R

600-125 L/R

Illustration / Order Number

601-050

601-100

Illustration / Order Number

605-16 L/R
605-20 L/R
|
Illustration / Order Number
606-30

Illustration / Order Number

5 5 610-125N
Q o
[o oo 610-250 N
Illustration
Series 624 Series 626
Pneumatic Hydraulic
single-action double-action

table presses table presses

Radius
range

Radius

range

5,10, 15,
20, 25, 30

Cutting

width

12

250

B Werkzeugtechnik

Notch Material
. Notch shape )
size thickness
63x63 0.3-8

125x125 773% (e /// 0.3-8

Notch Material
. Notch shape )
size thickness
e.g.
50x50

, 0.3-3
was AL A TX

Cutting ) Material
Cutting shape .
angle o thickness

e.q. A
— a6

Cutting i Material
Cutting shape .
angle o thickness

<
90° max. 5

Cut-off Material thickness

0.3-8

For use with units Cylinder force

from series [kN]
100,101,102 40
103,104, 105 68
600-063L/R 80
600-125 109
601-050 120
606-30 125

Al rights to technical modifications reserved.



Table of contents ips

B Werkzeugtechnik

X i Punch dia- Throat Material Cylinder force
Series Illustration hapes )
meter range depth range thickness [kN]
Series Series
141 144
141 142 2-13
142 143 Pneumatic 8-25 100 &Y
143 punching units ~ 25-40 200 max. 3 a0
144 40-63 e
Series Series
161 161 164 2-13 88
162 162 Hydraulic 8-25 100 max.5 68
163 163 double-action 25-40 200 109
164 punching units 40-63 175
i i Punch dia- Throat Material Cylinder force
Series lllustration i
meter range depth range thickness [kN]
Series Series
141 161
141
161
2-13 50 0.5-3
max. 5 12
Pneumatic Hydraulic 20
punching units double-action punching units ig
Serie Serie 68
14 161 80
142 162 109
141
142 2-13 03-3
161 8-25 63 max. 5
162 Pneumatic Hydraulic
punching units double-action punching units
X i Notch Material Cylinder force
Series Illustration k Notch shape )
size thickness [kN]
Series
1 640 e.g. 68
640 63x63 max. 5 71
660 80
ol | 77—7% % 109
Pneumatic
notch units double-action notch units
X i Notch Material Cylinder force
Series Illustration . Notch shape i
size thickness [kN]
e.g.
Series 641 |_t Series 661 40
641 50x50 0.5-3 68
661 a El. L 100x75 @ @ @ 80
L
Pneumatic Hydraulic

rectangle notch units

rectangle notch units,
double-action

All rights to technical modifications reserved.



Table of contents

Series Illustration Radius  Cutting <
range
8 5
Series 646 r—ﬂt Series 666-30-063 10
646 E_ 15
666 '”' '”' 20 90°
) ; 25
Pneumatic Hydraulic 30
radius cut units radius cut units,
double-action
Cuttin
Series Illustration . g
width
q
Serie 649
649 - - 125
Pneumatic cut-off unit
i i Punch diameter / i i
Series Illustration : Cutting < Side length
radius range
1421-0512L 02-13 - -
1421 1421-0512R R3-R18 90° -
1421-0512K - max. 90° max. 20x20
. . Punch diameter
Series Illustration
range
101-RLA g
141-RLA 1 [ 2-13
161-RLA ==

B Werkzeugtechnik

Material
thickness

Cylinder force

Cutting sh
utting shape [KN]

40
max. 5 63

80

Material Cylinder force
Cut-off .
thickness [kN]
max. 5 40
Material Cylinder force
Notch shape .
thickness [kN]
o max. 3 12
1
External Pipe Cylinder force
pipe diameter  thickness [kN]
1-5 -
40-60 1-3 80
1-5 68

Al rights to technical modifications reserved.
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The problems encountered during non-cutting production are often Savings, as well as a reduction of the production costs, because
similar to those which arise in metal-cutting production. For example, expensive drilling and sawing work is no longer necessary.

small series, repetitive parts or large series, which frequently take

turns. The tool units can be reused as often as you like.

Due to the high tool costs and set-up time, the suitability of

conventional punching and cutting tools for these tasks is limited. As a Simple set-up and conversion to the desired punch layout.

result, procedures like drilling, milling, sawing and heat erosion are

often resorted to, although the use of modern tool units would be much The total height and the material support height of the units are the
more suitable for the number of pieces required. same, therefore, all tool units can be combined.

High-quality steel and spheroidal graphite cast iron prevent a risk of
breakage and guarantee a long life.

Punching units Installation and machining options

Shaped cut Round cut

tf/ Pressure plate
7 of the press

21
Ez//// '/////////42
L L

Shaped Round
hole punch 37 hole punch §7;ii
! WV
Screw / sﬁ Punch sg f Holes for
I retainer Vi === shaped cut
Spring steel J.gé\{ plate t\%\u : conversion kit
sheet ’ Polyurethane ? i i
/ wo}r/kpiece g Lifter spring Locking screw
Pin (torsion lock) stripper A Frame for die
' _ Thread for
Die adjusting screws
(only for shaped
hole dies)
Die block ___ Locking screw
for die block
Pilot pin Mounting holes
Machining options
Round cut Shaped cut

4 //1 All rights to technical modifications reserved.



Description

Operation sequence during punching
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1 Punching unit inoperative
The punch is held in its upper position by the punch lifter spring, as
well as the punch retainer plate which is connected to it.
The workpiece is inserted.

2 Punching unit in operation

2a The press ram moves the punch and the punch retainer plate down-
wards. The polyurethane workpiece stripper presses the workpiece
against the die.

2b The next press stroke carries out the punching procedure and
ejection of the scissels. The punch should enter the die to a depth
of approximately 1 mm.

Punching units of series 100,101,102,103,104 and 111

The operation sequence during punching described above applies
generally to these punching units. Series 111 is the only one in which
the arrangement of the die block is different which allows so-called
block dies — dies without die blocks —, to be used for the punching of
L-, U- or Z -profiles.

The following step is the return stroke of the press ram.

3 Return stroke
The polyurethane workpiece stripper, which has been greatly
deformed during the punching process, now fulfils its primary
function, i.e. as a result of its pretension the punch is extracted from
the workpiece.
The remaining pretension of the polyurethane stripper and the
punch lifter spring act at the same time as the press return stroke
to pull the punch back into its initial position.

Punching units of series 105,112,113 and 114

The dies of these units are arranged similarly to those in series 100 to
111. For the series 105 to 114 the polyurethane workpiece stripper is
situated above or built into the frame. Via the pressure plate the press
ram moves the punch, the polyurethane compression spring and the
spring-loaded guide bush downwards. The guide bush presses the
workpiece against the die and supports the removal of the workpiece
during the return stroke. The remainder of the punching process takes
place as described in »Operation sequence during punching«.

All rights to technical modifications reserved.
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®

90° notch unit with
gauging table

®
Rectangle
notch unit

©

Radius cut unit

®

Cut-off unit

90° notch units, rectangle notch units, radius cut units, cut-off
units

The sturdy, unbreakable main constructions of these units are equipped
with punch and die blades of highly alloyed chrome steel. The punch
blades are held by springs in their upper position, respectively pulled
back to this position after the cutting process.

For 90° notch units and cut-off units the cutting edges of the punch
blades are diagonal to the cutting edges of the die blades. This
effectively reduces the cutting length and the cutting force required.

The die clearance is preset at the factory to 0.1 mm for material with a
thickness ranging from 0.3 up to 3 mm. Metal compensation sheets for
increasing the die clearance are included in the delivery.

The punch blades are resharpened on their lower edge and the die
blades are resharpened at the edge facing the unit, i.e. the rear surface
of the blade. By turning the die blade 180° another cutting edge is
available for further work.

By adjusting the press stroke the difference resulting from the
resharpening of the punch blade is compensated for.

In contrast to the 90° notch units and cut-off units, the cutting tools for
the rectangle notch units and the radius cut units are specially made to
customer specifications for the respective material thickness and the
desired shape.

Examples of possible notch and cut shapes are shown in the
illustrations below.

With some of the 90° notch units, it is possible to cut notches for
L-profiles as far as the inside edge of the profile.

Machining options using the tool units illustrated above

4//3

All rights to technical modifications reserved.



Description

Assembly and adjustment of the tool units

Assembly of the punching units

All punching units are equipped with a pilot pin in the bottom, aligned
with the punch and die for positioning in mounting holes or the guide
grooves of positioning plates or press tables. The punching units are
fixed either by screws in the mounting holes provided or by means of
clamping arms and similar clamping elements. See Fig. 1.

Fig. 1

\

Passstift

Assembly of the 90° notch units, rectangle notch units, radius cut
units and cut-off units

These units have one or two pilot pins in the bottom side for positioning.
The units are fixed by clamping arms or for some units by screws in the
mounting holes provided (Fig. 2).

The positioning and mounting methods described here also apply to the
pneumatic and hydraulic units.

Fig. 2

B Werkzeugtechnik

Tool setting of punching units with templates

When several punching units are used together a template can be used
to adjust the distance between the units.

The holes in the template correspond to the outside diameter of the die
of the respective punching unit. The thickness of the template should
be approximately 6 mm.

The exact distance between holes is obtained by placing the template
over the dies.

The punching units are fixed with screws, clamping arms and similar
clamping elements.

The workpiece is adjusted for processing by means of pins or limit stops
in or on the template. See Fig. 3 (below) and Fig. 4 (next page).

Fig. 3: Tool setting of 2 punching units

Template

All rights to technical modifications reserved.
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Tool setting of punching units with templates (continuation)

Fig. 4: Tool setting of 6 punching units together with one 90° notch unit

Template 90° notch unit

Punching unit 111-125

)

N

N
> Punching unit 101-200
«

v

Workpiece

Limit stop strip Recess for notch unit

/

Template

o Thicknessofapprox.ﬁmm' ", : ,

Hole diameter =
external die diameter

Recess to insert workpieces

Punching units positioned with a template Punching units arranged with a positioning plate

4 //5 All rights to technical modifications reserved.
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Setting up of tool units with positioning plates

Positioning plates are suitable for the processing of different punch The tool units are fastened in a similar way to that illustrated in figures
layouts and workpieces. 1and 2.

They enable the combination of punching, notch and cutting units with The workpiece limit stops and supports are mounted on the positioning
the required distance between them, see Fig. 5. plates in the desired position in the same manner, i.e. by means of
The positioning plate is equipped with holes @10 which correspond positioning holes and mounting holes.

to the desired punch layout. The tool units are positioned exactly in

these holes by means of the pilot pins in the bottom.

Fig. 5: Design of a combined positioning plate for the processing of 2 different workpieces

Application example | Application example Il
for one punching unit and two 90° notch units for two punching units and one rectangle notch unit

Workpiece

Workpiece :
- Positioning plate ‘ Positioning plate |

Positioning plate

with positioning and
mounting holes

for application example |

Positioning plate
with positioning and
mounting holes

for application
example Il

Combined positioning plate
with positioning and

mounting holes for application
examples | and Il

q 6 All rights to technical modifications reserved.



Description

Automation

For large numbers of workpieces, there is frequently a requirement for
automation technology, especially if workpieces are not inserted
individually but introduced in the form of rods or strips. In this case it is
advisable to combine punching and notch units with cut-off units (see
Fig. 6).

Fig. 6

Punching units
101-200

90° notch unit
600-063 R

Strip feeder

/
E_/

B Werkzeugtechnik

The material can be fed in manually against a fixed limit stop or by
means of an automatic advancing device. The precision of this device is
decisive for the precision of the workpiece. In both cases, flawless
guidance of the material has to be guaranteed.

Punched holes which are very close together can be produced by
positioning the punching units with an offset of one working step. Every
press stroke yields a finished workpiece.

Punching unit
" 102-200F

-t

Workpiece limit stop
800-02-...

Cut-off unit
610-125

©o
BN a4
E

90° notch unit
600-063 L

Workpiece

Notching

Please note

All tool units, except press-independent units, have an universal
installation height of 190 mm in a closed position. This means that the
lower edge of the punch and the upper edge of the die are at the same
level.

For notch and cut-off units the closed position of 190 mm is reached,
when the upper blade is inserted to its full length.

g

[

- Workpiece limit stop with
support 800-01-...

Punching | Punching Il Cutting off

The lower position of the press ram is adjusted in such a way that the
distance between the upper edge of the press table and the lower edge
of the press ram amounts to 189 + 1 mm.

The tool units will be damaged if the setting is less than 185 mm.

Note

The forces in this catalogue are indicated in kN (kilo Newton).
1kN =1,000 N

All rights to technical modifications reserved.
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B Werkzeugtechnik

Pneumatic and hydraulic tool units

In addition to the press-operated tool units, a large number of punching
units, notch units and cut-off units equipped with their own drive are
offered in this catalogue. These units do not require a press. They are
equipped either with powerful, patented pneumatic power cylinders or
with double-action hydraulic cylinders.

Pneumatic or hydraulic tool units can be used wherever there is no
suitable press available or the appropriate press is being used for other
parts.

The tool units are suitable for the treatment of big, bulky and moulded
workpieces which are processed outside the press area, i.e. the units
can be used at any location.

The only prerequisite is the availability of air or oil pressure.

The restrictions on pneumatic or hydraulic tool units are the load
capacity and the cutting force required. Prior to using these units it is,
therefore, necessary to determine the cutting force. The cutting force
charts provide a quick overview.

As illustrated on the left, the most important difference to the press-

operated tool units is the top mounted drive cylinder.

The cutting process for punching, notching and cutting is the same as
that which has been described for the press-independent tool units.
In contrast to tool units which operate independently from presses, the
tool frame has to withstand the effective cutting force during
processing. Solid construction of the tool frames is, therefore, a
prerequisite.

For this reason the height of the material support for these tool units is
125 mm.

Cut-off unit, pneumatically operated

4/ 8 All rights to technical modifications reserved.



Description ips
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Punching tools and accessories

Round hole o Round hole punch tools

punch tools When punching, the diameter of the punch tool corresponds to the
nominal diameter of the hole. When ordering a complete punch tool kit,
(punch and die), or a single die, the die is produced with the die
clearance required taking the max. material thickness and material
strength into account. The die clearance is the difference between the

<« Punch Reduction
bush »

die diameter and the punch diameter. The thickness of the material to

l i-' <« Die S::kueim:] -i] be punched should not exceed 0.8 times that of the punch diameter, as
this would result in premature wear and tear to the tool.
For a number of punching units for round cuts smaller hole diameters
Shaped hole than those indicated in the overviews and tables can be produced by
punch tools using reduction bushes and reduction sockets, The appropriate poly-
urethane workpiece stripper is included.
<« Punch iz
s Shaped hole punch tools
The special design of shaped hole punch tools enables them to be
& <Dic Shaped .C“t . installed in the shaped cut punching units simply and quickly. The punch
"' conversion kit and die can be used »lengthways« and »crosswisex.

Two adjusting screws on the lower part of the frame allow the die to be
positioned in line with the punch and secured against twisting.

&>, Compensation washers
% (set) Shaped cut conversion kit

If required at a later date, punching units for round cuts can be
converted quickly and easily for the use of shaped cuts by means of

e conversion Kits.
. Polyurethane
workpiece stripper Compensation washers
- Compensation washers are required after sharpening to adjust the die
to the height of the material support.

Polyurethane workpiece stripper
The punched workpiece has a tendency to cling to the punch. With the
aid of the workpiece stripper which must have a stripping force of
approximately 15 ( of the cutting force, the workpiece is removed from
the punch.
Polyurethane workpiece strippers are highly resistant to wear and are
insensitive to oil and grease.

For especially high stripping forces needed for thick workpieces,
reinforced workpiece strippers are available for some punching units.

Workpiece limit stop
with support

Workpiece limit stop with support
Workpiece supports and limit stops are important accessories for the
feeding of the workpiece or strip material.

Universal workpiece limit stop
This versatile device forms the ideal connection between the workpiece
support and limit stop. Examples of a wide variety of uses are illustrated.

Coordinate limit stop

Coordinate limit stops enable the distance between holes to be quickly
and easily set. Time consuming set-up work with limit stops is
unnecessary.

Coordinate limit stop

4//9 All rights to technical modifications reserved.
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Application examples

The illustrated examples are typi-
cal applications for the tool units
presented in this catalogue for
units with press-dependent and
press-independent operation.

Ry X ¥ hig ";- :E
b > ' E
. G
Tool units for punching in a bending press Tool units for punching in an eccentric press

Pneumatic single-action punching units Hydraulic double-action punching units mounted on movable elements
for punching shaped cuts for punching steel from coil strips in different widths.

4 //10 All rights to technical modifications reserved.
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Punching unit, hole @ 2-7 mm Ips
B Werkzeugtechnik

Only round cut

Hole diameter with material thickness 3 2-7 mm"
Hole diameter with material thickness 5, max. 5mm
Material thickness for steel St 60 0.3-5 mm

" Hole @ 6 to 7 mm only in material thickness up to 3 mm.

Punching tools (punch and die) have to be ordered separately.
See table below.

Accessories See pages accessories.

TSy
) 1
f e

i,

—13 240

* Lower edge of punch and upper edge of die are flush

Punching unit without punching tools Punching tools have to be ordered separately
Throat Hole®@  Width Weight Round punch
depth D B ~ Punch kit Punch Die
Order No. range [ka] Order No. @ Order No. Order No. @
100-160 160 2-7 20 5.2 500-0-BL-ST 300-0 400-0-BL-ST

Insert in Order No.: @ = hole @, BL = material thickness, ST = material and strength. See also punching tools

4 // 11 All rights to technical modifications reserved.
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Punching unit, hole @ 2-13 mm Ips
B Werkzeugtechnik

Round and shaped cuts

Hole diameter with material thickness 3 2-13 mm"
Hole diameter with material thickness 5,max. 11 mm
Material thickness for steel St 60 0.3-5 mm

" Hole @ 12 to 13 mm only in material thickness up to 3 mm.

It is possible to punch holes with @ 2—7 mm by using reduction
bushes and reduction sockets, which enable the use of the punch
and die from the next smaller size of punching units.

Punching tools (punch and die) have to be ordered separately.
See table below.
Accessories See pages accessories.

eusl
T

BERET

e

D
7
9

]
7
%

~-— Throat depth range 200
260

* Lower edge of punch and upper edge of die are flush

Punching unit without punching tools Punching tools have to be ordered separately
Throat Hole®@  Width Weight Round punch Shaped punch
depth D B ~ Punch kit Punch Die Punch kit
Order No. range [kq] Order No. @ Order No. Order No. @ Order No. @

101-200 F 200 2-13 30 7.8 501-0-BL-ST 301-0 401-p-BL-ST 501-Formloch-BL-ST

Insert in Order No.: @ = hole @, BL = material thickness, ST = material and strength. See also punching tools

4 //12 All rights to technical modifications reserved.



Punching unit, hole @ 8-25 mm ips DO

B Werkzeugtechnik

Round and shaped cuts . = Y1 11

Hole diameter 8-25 mm"

Material thickness for steel St 60 0.3-5mm

" 1t is possible to punch holes with @ 2—8 mm by ordering a reduction
bush and reduction socket

Punching tools (punch and die) have to be ordered separately.
See table below.

Accessories See pages accessories.

Throat depth range 200 —-

* Lower edge of punch and upper edge of die are flush

Punching unit without punching tools Punching tools have to be ordered separately
o+a» Throat Hole®  Width Weight Round punch & Shaped punch & & s
aa depth D B = Punch kit Punch Die Punch kit
Order No. range [kal Order No. @ Order No. Order No. @ Order No. @
102-200 F 200 8-25 55 15 502-0-BL-ST 302-0 402-0-BL-ST 502-Formloch-BL-ST

Insert in Order No.: @ = hole @, BL = material thickness, ST = material and strength. See also punching tools

4 //13 All rights to technical modifications reserved.



|
Punching unit, hole @ 25-40 mm Ips
B Werkzeugtechnik

Round and shaped cuts

Hole diameter 25-40 mm"

Material thickness for steel St 60 0.3-5mm

Y Punching tools for holes with @ 20—25 mm are available on request
in special sizes

Punching tools (punch and die) have to be ordered separately.
See table below.

Accessories See pages accessories.

r

NN

.

.

i

AT
g

NN
el e e

/98l

r'
s

M6
r=—— Throat depth range 200
266 -

* Lower edge of punch and upper edge of die are flush

Punching unit without punching tools Punching tools have to be ordered separately
Throat Hole@  Width Weight Round punch Shaped punch
depth D B ~ Punch kit Punch @ Die Punch kit
Order No. range [ka] Order No. @ Order No. Order No. @ Order No. @
103-200 F 200 25-40 75 14 503-0-BL-ST 303-0 403-0-BL-ST 503-Formloch-BL-ST

Insert in Order No.: @ = hole @, BL = material thickness, ST = material and strength. See also punching tools
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Punching unit, hole @ 40-63 mm Ips
B Werkzeugtechnik

Round and shaped cuts
Hole diameter 40-63 mm
Material thickness for steel St 60 0.3-5 mm

Punching tools (punch and die) have to be ordered separately.
See table below.
Accessories See pages accessories.

.y
%

P

266

* Lower edge of punch and upper edge of die are flush

Punching unit without punching tools Punching tools have to be ordered separately
Throat Hole@  Width Weight Round punch Shaped punch
depth D B ~ Punch kit @ Punch @ Die Punch kit
Order No. range [ka] Order No. @ Order No. Order No. @ Order No. @
104-200 F 200 40-63 108 20 504-0-BL-ST 304-0 404-0-BL-ST 504-Formloch-BL-ST

Insert in Order No.: @ = hole @, BL = material thickness, ST = material and strength. See also punching tools

4 //15 All rights to technical modifications reserved.
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Punching unit, hole @ 63-100 mm Ips
B Werkzeugtechnik

Round and shaped cuts
Hole diameter 63-100 mm
Material thickness for steel St 60 0.75-5 mm

Punching tools (punch and die) have to be ordered separately.
See table below.
Accessories See pages accessories.

Adjusting screw (2x)
and torsion lock when using shaped hole punch tools

160

* Lower edge of punch and upper edge of die are flush

Punching unit without punching tools Punching tools have to be ordered separately
Throat Hole@  Width Weight Round punch Shaped punch
depth D B ~ Punch kit Punch Die Punch kit
Order No. range [kal Order No. @ Order No. Order No. @ Order No. @
105-300 F 300 63-100 160 42 505-0-BL-ST 305-0 405-0-BL-ST 505-Formloch-BL-ST

Insert in Order No.: @ = hole @, BL = material thickness, ST = material and strength. See also punching tools
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Punching unit, hole @ 2-13 mm

Examples for the two versions

@ Workpiece Workpiece

(N 2 Ao

@ Special die block
with small special die,
adapted to the U-profile

Block die,
adapted to the L-profile

* Lower edge of punch and upper edge of die are flush

Punching unit without punching tools

Throat Hole 0 Width  Weight

depth D B ~ Punch kit
Order No. range [ka] Order No.
111-125F 125 2-13 30 6

B Werkzeugtechnik

Round and shaped cuts

Hole diameter with material thickness 3 2-13 mm"
Hole diameter with material thickness 5,max. 11 mm
Material thickness for steel St 60 0.3-5 mm

" Hole @ 12 to 13 mm only in material thickness up to 3 mm.

Punching units of series 111 are particularly suitable for punching
small profiles. For special applications, either a special die block with
a small special die (see illustration) can be used or a one-piece block
die (see illustration).

In both cases, the punching of very small profiled parts is possible after
removing the standard die block.

Punching tools (punch and die) have to be ordered separately.
See table below.

Accessories See pages accessories.

Je

501-0-BL-ST

Punching tools have to be ordered separately
Round punch Shaped punch

Punch kit

Punch @ Die @
Order No. Order No. @ Order No. @

301-0 401-@-BL-ST 501-Formloch-BL-ST

Insert in Order No.: @ = hole @, BL = material thickness, ST = material and strength. See also punching tools

aq
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Punching unit, hole @ 8-22 mm ips
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Round and shaped cuts
Hole diameter 8-22 mm
Material thickness for steel St 60 2-10 mm

With small modifications these punching units are suitable
for punching L-, U-, or Z-profiles, see application example.

Punching tools (punch and die) have to be ordered separately.
See table below.
Accessories See pages accessories.

Example

Workpiece
QII"/A-

Punching unit adapted to
the L-profile

* Lower edge of punch and upper edge of die are flush

Punching unit without punching tools

Punching tools have to be ordered separately

Throat Hole@  Width Weight Round punch Shaped punch
depth D B ~ Punch kit @ Punch @ Die Punch kit
Order No. range [ka] Order No. @ Order No. Order No. @ Order No. @
112-200 F 200 8-22 63 16 512-0-BL-ST 312-0 402-0-BL-ST 512-Formloch-BL-ST

Insert in Order No.: @ = hole @, BL = material thickness, ST = material and strength. See also punching tools

4//18
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Punching unit, hole @ 22-38 mm Ips
B Werkzeugtechnik

Round and shaped cuts

Hole diameter 22-38 mm
Material thickness for steel St 60 2-10 mm
With small modifications these punching units are suitable
for punching L-, U-, or Z-profiles, see application example.

Punching tools (punch and die) have to be ordered separately.

See table below.
Accessories See pages accessories.

Example

Workpiece
A 1

Punching unit adapted to N Throat depth range 200 —
the U-profile 42 270 —

* Lower edge of punch and upper edge of die are flush

Punching unit without punching tools Punching tools have to be ordered separately
Throat Hole@  Width Weight Round punch Shaped punch
depth D B ~ Punch kit @ Punch @ Die Punch kit
Order No. range [kal Order No. @ Order No. Order No. @ Order No. @
113-200 F 200 22-38 85 21 513-0-BL-ST 313-0 403-0-BL-ST 513-Formloch-BL-ST

Insert in Order No.: @ = hole @, BL = material thickness, ST = material and strength. See also punching tools
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Punching unit, hole @ 35-63 mm Ips
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Round and shaped cuts
Hole diameter 35-63 mm
Material thickness for steel St 60 2-10 mm

Punching tools (punch and die) have to be ordered separately.
See table below.

Accessories See pages accessories.

le—60 —»t Throat depth range 200
70 270
100 60

135

* Lower edge of punch and upper edge of die are flush

Punching unit without punching tools Punching tools have to be ordered separately
Throat Hole@  Width Weight Round punch Shaped punch
depth D B ~ Punch kit @ Punch @ Die Punch kit
Order No. range [ka] Order No. @ Order No. Order No. @ Order No. @
114-200 F 200 35-63 112 34 514-0-BL-ST 314-0 404-0-BL-ST 514-Formloch-BL-ST

Insert in Order No.: @ = hole @, BL = material thickness, ST = material and strength. See also punching tools
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Complete with cutting tools

90° notch units, notch size 63x63 mm

600-063 R
with gauging table
800-063S

Adjustment

i .
0-63 98

7

Adjustmentrange }
0-6325
J 20 80 140

20

* Notch unit closed, upper blade inserted to full depth

90° notch units without gauging table
with cutting tools

Version
o o 21
Left hand Right hand
Order No. Order No.
600-063 L 600-063 R 15

B Werkzeugtechnik

Cutting angle 90°
Max. notch size 63x63 mm
Material thickness with steel St 60 0.3-8 mm

The notch units, adjusted to a die clearance of 0.1 mm, are pre-set in
the factory for cutting material with a thickness of 0.3—3 mm. With the
metal compensation sheets (0.2 mm) included in the delivery, the die
clearance can be set to 0.2 or 0.3 mm for greater material thickness.
With the adjustable gauging table the notch size can be adjusted con-
tinuously in two directions from 0—63 mm. The gauging table has to be
ordered separately.

Adjustment screw
to change
feed clearance

220 —--

Figure shows 600-063 R with 800-063 S

Notch examples

Gauging table (adjustable) has to be ordered separately

Appropriate Weight
for notch units ~
600-063 L
600-063 R
Order No. [ka]
800-063 S 6.5

21 All rights to technical modifications reserved.



Complete with cutting tools

90° notch units, notch size 63x63 mm

600-125 R with gauging table 800-125 S

Adjustment
range

0-125

e

EER

B Werkzeugtechnik

Cutting angle 90°
Max. notch size 125x125 mm
Material thickness with steel St 60 0.3-8 mm

The notch units, adjusted to a die clearance of 0.1 mm, are pre-set in
the factory for cutting material with a thickness of 0.3—3 mm. With the
metal compensation sheets (0.2 mm) included in the delivery, the die
clearance can be set to 0.2 or 0.3 mm for greater material thickness.

With the adjustable gauging table the notch size can be adjusted con-
tinuously in two directions from 0—-125 mm. The gauging table has to
be ordered separately.

Quotations for notch units with notch sizes 25x25 mm, 160x160 mm
and 200x200 mm can be provided on request.

Adjustment screw
to change
feed clearance

Figure shows 600-125 R with 800-125 S

Notch examples

nj123a5676910"|2 i
BFEPEFFTRFITTS MEEH GO N RO Ol W B WG |

Adjustment range
Q-125 s =

250 ——

* Notch unit closed, upper blade inserted to full depth

90° notch units without gauging table
with cutting tools

Version
Left hand Right hand
Order No. Order No.
600-125 L 600-125 R

Gauging table (adjustable) has to be ordered separately

Weight Appropriate
~ for notch units
600-125 L
600-125 R
[ka] Order No.
36 800-125 S 5
4 /22 All rights to technical modifications reserved.



Complete with cutting tools

H
Rectangle notch units 50x50 und 100x75 mm Ips
B Werkzeugtechnik

Notch shape rectangle
Notch size
version 601-050 50x50 mm
version 601-100 100x75 mm
Material thickness with steel St 60 0.3-3 mm

The various possibilities for using these rectangle notch units are
illustrated below.
The required die clearance is set in the factory in accordance with the

material thickness indicated in the order.

601-050

Possible notch and separation shapes available

—

Figure shows 601-050

* Notch unit closed, shaped punch inserted i - f f ' § E ) (

] P
Rectangle notch units Notch Weight
with cutting tools size a b Aq A3 Ay A7 B By ~
Order No. Width x depth [ka]
601-050 50 x 50 50 50 90 110 50 25 100 75 16
601-100 100 x 75 75 100 100 120 75 375 150 100 27
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Radius cut unit, R 3-20 mm

605-16 R

* Radius cut unit closed, upper punch completely inserted

Radius cut units with gauging table,

without cutting tools
Version Radius
cut sizes
Left hand Right hand
Order No. Order No.
605-16 L 605-16 R R3-16
605-20 L 605-20 R R3-20

Figure shows 605-16 R

B Werkzeugtechnik

Possible radii R 3-20mm"
Cutting angle O, max. 180°
Material thickness for steel St 60, max. 6 mm

(please order separately)

Version right hand or left hand R oder L
Radius R R mm
Cutting angle «, (see examples) - °
Material thickness — mm

Material and strength

168

Examples

Punch kit has to be ordered separately.
Additional order specifications see above.

B @D Weight Corresponding to
~ radius cut unit
Version
Left hand Right hand
[ka] Order No. Order No.
70 42 6.5 605-16-05 L 605-16-05 R
70 50 7.5 605-20-05 L 605-20-05 R
4 /] 24 All rights to technical modifications reserved.



Complete with cutting tools

Radius cut units, R5-30 mm

* Radius cut unit closed, upper punch completely inserted

Radius cut unit with cutting tools

Order No. Possible Weight
radii ~
R [ka]
510,15
606-30
20,25,30

B Werkzeugtechnik

Possible radii R 5,10, 15, 20, 25, 30 mm
Cutting angle (X, 90°
Material thickness for steel St 37, max. 5mm

In addition to the pneumatic and hydraulic radius cut units, press-
operated radius cut units are introduced on this page.

By adjusting the limit stops the radius tool unit enables the production
of six different 90° radii with only one punching tool.

The graduation of the radii is divided into steps of 5 mm from R 5 mm
up to R 30 mm.

Other radii are available on request.

85 Limit stop
\
1

Limit stop

D = adjustable limit stops

Examples

R5 R10
T
R20 R15

Note:
Please state preferred material quality and thickness
when ordering

25 All rights to technical modifications reserved.



Complete with cutting tools

H
Cut-off units, cutting width 125 und 250 mm Ips
B Werkzeugtechnik

Cutting width, max.

version 610-125-N 125 mm
version 610-250-N 250 mm
Material thickness with steel St 60 0.3-8 mm

The cut-off units, adjusted to a die clearance of 0.1 mm, are pre-set
in the factory for cutting material with a thickness of 0.3—3 mm. With
the metal compensation sheets (0.2 mm) included in the delivery, the
die clearance can be setto 0.2 or 0.3 mm for greater material thickness.

610-125-N
25 T
190 4
10 165 ¥
85
R e
Ll - s g 25
¥s | s 15
M6 | ' ™
B1 1
B8
Figure shows cut-off unit 610-125-N
* Cut-off unit closed, upper blade inserted to full depth
Cut-off units Cutting width Total width Weight
with cutting tools and retainer S B B4 By ~
Order No. [ka]
610-125-N 125 266 150 230 15
610-250-N 250 412 250 380 26

Cut-off units with larger cutting widths (e.g. 350, 400, 500 mm) are available on request.
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Pneumatic table presses Ips
B Werkzeugtechnik

These pneumatic table presses have been designed for use with a
press-operated punching, notch or cut-off unit.
One advantage of these table presses is their mobility, i.e. they can be

used at any location. By using additional exchange plates, it is possible
to mount the tool units outside of the press.

As a result, the tool units can be inserted or removed quickly and
easily.

The material support height is 135 mm with exchange plate, 125 mm
without exchange plate.

The cutting force required determines the usage limit for the table
press, see the cutting force chart.

624-2080 The cutting force, which results from the hole diameter, the material
thickness and the material strength, may not exceed the maximum
cylinder force.

Suitable tool units?

2 Further combinations of tool units with pneumatic table presses are
available on request.

Punching units Notch units
100-104 600-063 L/R
601-050
+ +

Exchange plate has to be ordered separately

Pneumatic table presses

Example Y ‘
of a pneumatic table press with the punching
unit inserted, together with an exchange plate »

— Arinlet for
/ f‘[ = Order No. 04-4010
T Quick bleed valve
\EfT order No. SEU-3/8
\ (please order separately)

|
|
L Air inlet for

Order No. 04-8013

“__ Twin fitting
Order No. E-3/8-3/8"
(please order separately)

Suitable tool units * -

|

7

304

125% 5
resp. ¢

Material support height — 140 501504 60 +40)

9125 mm without 355

exchange plate
* have to be ordered separately

135 mm with exchange plate

Pneumatic table presses Exchange plate has to be ordered separately for
Pneumatic Max. force Cylinder Flange H; Weight Punching Notch Cut-off Weight
with air supply with oil supply type type ~ ~ units, units, units, ~
pressure of pressure of
8 bar 350 bar
Order No. [kN] [kN] Order No.  Order No. kgl Order No. Order No. Order No. [ka]
624-2040 40 - 04-4010 - 234

816-120-350L  816-120-350K  816-120-350A 8
624-2080 80 = 04-8013 = 405
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Hydraulic table presses, double-action Ips
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These hydraulic table presses have been designed for use with a press-
operated punching, notch or cut-off unit.
Cylinder force 109 kN One advantage of these table presses is their mobility, i.e. they can be
used at any location. By using additional exchange plates, it is possible

to mount the tool units outside of the press.

As a result, the tool units can be inserted or removed quickly and
easily.

The material support height is 135 mm with exchange plate, 125 mm
without exchange plate.

The cutting force, which results from the hole diameter, the material
thickness and the material strength, may not exceed the maximum

626-2109 cylinder force.
Suitable tool units? 2 Further combinations of tool units with hydraulic table presses are
available on request.
Punching units Notch units
100-104 600-063 L/R
601-050
+ +

Exchange plate has to be ordered separately

Example of a hydraulic table press Hydraulic table presses

with the punching unit inserted,
together with an exchange plate »

1or 2 male stud
couplings

(have to be ordered separately)

Connection not required for
single-action operation

Hi

Suitable tool units *

Crhlesannn

-

9125 mm without
exchange plate
4135 mm with exchange plate
* have to be ordered separately

Hydraulic table presses Exchange plate has to be ordered separately for
Hydraulic Max. force Cylinder Flange H;  Weight Punching Notch Weight
double-action with oil suply type type ~ ~ units, units, ~
pressure of
350 bar
Order No. [kN] Order No. Order No. [kg] Order No. Order No. [kg]
626-2068 68 725D50151-1  F004-A011-0000 154 55
816-120-350L 816-120-350K 3
626-2109 109 725D63171-1  F004-0023-0000 169 62
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Pneumatic punching units, single-action

IDS O

Examples

141-2020 142-1040 F
Cylinder force 20 kN Cylinder force 40 kN
Throat depth range A=200 mm Throat depth range A=100 mm

B Werkzeugtechnik

143-1080 F 144-1080 F
Cylinder force 80 kN Cylinder force 80 kN
Throat depth range A=100 mm  Throat depth range A=100 mm

Connection examples
for several punching units

Pneumatic punching unit

Main valve

Distribution valve

4 //29

Driven by
pneumatic power cylinder, single-action

Round and shaped cut () -+ @D 0 I

Hole diameter  for series 141 2-13 mm
for series 142 8-25 mm
for series 143 25-40 mm

Only round cut . Shaped cut on request
for series 144 40-63 mm

Material thickness

with steel 0.3-3 mm*

with aluminium and plastics 0.3-5 mm*

*The cylinder force has to exceed the required cutting force.

Pneumatic punching units can be used independently from a press, as
they are driven by the powerful pneumatic power cylinder and only need
compressed air as a power source.

The pneumatic power cylinders are single-action; for optimum fast
reversal, they additionally require a 3/2 way valve, as well as a quick
bleed valve; see also the illustrated connection examples.

The material support height is 125 mm.

The punching units should be selected according to the punch diameter,
material thickness, material strength and the resulting cutting force
required.

The different cylinder sizes are interchangeable, as they have the same
mounting dimensions. If the cutting force is insufficient the next more
powerful cylinder can be used. Double-action hydraulic cylinders,
including the mounting flange, can be retrofitted.

The best application for pneumatic punching units is punch work with
thin metal sheets up to 3 mm thickness because of their progressive
power characteristic feature.

With an air supply pressure of maximum 8 bar the cylinder force
achieves capacities of 12, 20, 40 or 80 kN depending on the cylinder

type.

All rights to technical modifications reserved.



Pneumatic punching units, single-action

An obligatory stripping unit can be implemented on request.

Nz

Air inlet for
Order No. 04-4010
/(e Orterto

L

A

g

! Quick bleed valve
Order No. SEU-3/8
(please order separately)

L Twin fitting

Order No. E-3/8-3/8

Rl
e

Figure shows :

tools 6 #1075 =~ Throat depth range A - -B

series 143-... e A

Series 141,142,143
Throat Hole  Max. force
depthrange diameter at 8 bar Ay As Ay

Order No. A D [kN]
141-1012F 100 2-13 15 30 220 30
141-1020F 100 2-13 20 30 220 30
141-1040F 100 2-13 40 30 220 30
141-1080F 100 2-13 80 30 220 30
141-2012F 200 2-13 15 30 320 30
141-2020F 200 2-13 20 30 320 30
141-2040F 200 2-13 40 30 320 30
141-2080F 200 2-13 80 30 320 30
142-1012F 100 8-25" 15 30 220 30
142-1020F 100 8-25" 20 30 220 30
142-1040F 100 8-25" 40 30 220 30
142-1080F 100 8-25" 80 30 220 30
142-2012F 200 8-25' 15 30 320 30
142-2020F 200 8-25" 20 30 320 30
142-2040F 200 8-25" 40 30 320 30
142-2080F 200 8-25" 80 30 320 30
143-1040F 100 25-40? 40 45 220 40
143-1080F 100 25-40? 80 45 220 40
143-2040F 200 25-40? 40 45 340 40
143-2080F 200 25-40? 80 45 340 40
144-1040F 100 40-63 40 48 220 50
144-1080F 100 40-63 80 48 220 50
144-2040F 200 40-63 40 48 320 50
144-2080F 200 40-63 80 48 320 50

ST T T T T T T T
Pneumatic power cylinder

Order No. 04-2010

401~ with air supply pressure of 8 bar

30 !
Nominal value 20 kN
\¥)

™~

T~
T~ i

3

Power [kN]
Power [kN]

3

Air consumption at 8 bar 3.5 Ndm?/stroke
WS 8765 43210
T Stoke {mm]

L e e e e N A

Pneumatic power cylinder

50 4 Order No. 04-4010 4
iwuh air supply pressure of 8 bar

P B N I

"N Nominalvalue 40 kN

N

e R |

Air consumption at 8 bar 7.2 Ndm?/stroke

098 76543210
<——— Sstroke (mm]

Punching tools suitable for the punching units above

Punching unit
without punching tools

Hole diameter

meter range  Punch kit
Order No. oD Order No.
141-....F 2-13 501-0-
142-....F 8-25" 502-0-
143-....F 25-40? 503-0-
144-...F 40-63 524-0-

/
2

L A inlet for
Order No. 04-8013

-~ Twin fiting

Throat depth |
1= range

|
Aafwal

Au
Series
As  Ag B By Dy D,
65 110 60 50 22 15
61 122 60 65 22 15
72 144 60 108 22 15
77 154 60 122 22 15
65 110 60 50 22 15
61 122 60 65 22 15
72 144 60 108 22 15
77 154 60 122 22 15
65 110 60 50 42 28
61 122 60 65 42 28
72 144 60 108 42 28
77 154 60 122 42 28
65 110 60 50 42 28
61 122 60 65 42 28
72 144 60 108 42 28
77 154 60 122 42 28
72 144 90 108 63 30
77 154 90 122 63 30
72 144 90 108 63 30
77 154 90 122 63 30
72 144 100 108 90 50
77 154 100 122 90 50
72 144 100 108 90 50
77 154 100 122 90 50
140
Pneumatic power cylinder
12097 \?v?tj:ra\’:osu(;:lf ?):eassure of 8 bar
100 ‘{ i
80 \.\/ Nominal value 80 kN
% 60
4“0 s
Air consumption at 8 bar 14.5 Ndm?/stroke
20

B2 W o8 6 4 2 0O
== Sstoke (m)

Punching tools have to be ordered separately

Round punch

@ Punch @
@ Order No.

BL-ST 301-0
BL-ST 302-0
BL-ST 303-0
BL-ST 324-0

Shaped punch

Die Punch kit

Jes

Order No. @ Order No.

401-0-BL-ST 501-Formloch-BL-ST
402-0-BL-ST 502-Formloch-BL-ST
403-0-BL-ST 503-Formloch-BL-ST
404-0-BL-ST on request

Insert in Order No.: @ = hole @ or »Formlochx (i.e. shaped hole), BL = material thickness, ST = material and strength. See also punching tools
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Air inlet for
// et Order No. 04-4010

| Quick bleed valve
*~ Order No. SEU-3/8
(please order separately)

Order No. E-3/8-3/8
lease order separately)

Mi2
20 in depth

144

244
244
244
244
244
244
244
244

244
244
244
244
244
244
244
244

265
265
265
265

270
270
270
270
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Cylinder  Weight
Hy type ~

Order No.  [kg]
228  04-1212 22
300  04-2010 28
234 04-4010 33
405  04-8013 53
228  04-1212 28
300  04-2010 34
234 04-4010 39
405  04-8013 59
228  04-1212 22
300 04-2010 28
234 04-4010 33
405  04-8013 53
228  04-1212 28
300 04-2010 34
234 04-4010 39
405  04-8013 59
234 04-4010 46
405  04-8013 66
234 04-4010 59
405  04-8013 79
234 04-4010 60
405  04-8013 85
234 04-4010 79
405  04-8013 102

"To punch hole diameters from
2-8 mm, you also have to order
reduction bushes and reduction
sockets.

2 Punching tools for @ 20-25 mm
are available on request.
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Hydraulic punching units, double-action

Examples

IDS O

B Werkzeugtechnik

162-1068 F
Cylinder force 68 kN
Throat depth range A=100 mm

162-2068 F
Cylinder force 68 kN
Throat depth range A=200 mm

163-1175F
Cylinder force 175 kN
Throat depth range A=100 mm

164-1175F
Cylinder force 175 kN
Throat depth range A=100 mm

Connection examples
for one or several punching units

Power supply
Air-driven hydraulic pump

) Hydraulic punching
. units, double-action

Maintenance unit
i

Air-driven

/
hydrauhc pump / Compressed

‘/ air supply

Control valve,
foot-operated,
with protection
cap

Power supply
Electro-hydraulic pump unit

. Hydraulic punching
~~ units, double-action

Electro-hydraulic
pump unit

SPS

~ " Foot-operated
switch
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Driven by
hydraulic cylinder, double-action

Round and shaped cut () -+ @i 0 1

Hole diameter  for series 161 2-13 mm
for series 162 8-25 mm
for series 163 25-40 mm

Only round cut . Shaped cut on request
for series 164 40-63 mm

Material thickness

with steel 0.3-3 mm*; max. 5 mm*

with aluminium and plastics 0.3-5 mm*

*The cylinder force has to exceed the required cutting force.

Hydraulic punching units, fit with double-action hydraulic cylinders are
capable of working independently from a press. They are driven by a
hydraulic power supply, e.g. an air-driven hydraulic pump, or an electro-

hydraulic pump unit.

With the available hydraulic cylinders, cylinder forces of 33, 68, 109 or
175 kN can be achieved for an oil supply pressure of max. 350 bar.

The material support height is 125 mm.

The punching units should be selected according to the hole diameter,
material thickness, material strength and the resulting cutting force
required. The cutting force required can be obtained from the chart.

The type of power supply also depends on the number of punching units

in operation and the desired cycle time.

The connection examples on the left illustrate the operation of one or

several hydraulic punching units.

The mounting flanges of the hydraulic cylinders have the same
mounting dimensions. As a result the cylinder size, including the
mounting flange, can be exchanged if the cutting force is insufficient.

All rights to technical modifications reserved.



Hydraulic punching units, double-action

An obligatory stripping unit can be implemented on request.

"\ Male stud coupling
/ (please order
/ separately)

B Werkzeugtechnik

"\, Male stud coupling
(please order
separately)

. M12
Figure shows 20in depth
tools
series 163 As
Series 161,162, 163 Series 164
Throat Hole Max. Cylinder type ~ Weight
depth  diameter  force at including ~
range asobar 2 A A A5 B By D D M 'i‘ H M E flange?
Order No. D [kN] Order No. [kg]
161-1033 F 100 2-13 33 30 220 30 58 60 60 22 15 244 165 40 M48x1,5  G1/4 725D35151-FL 21
161-1068 F 100 2-13 68 30 220 30 60 60 80 22 15 244 151 40 M64x1,5  G1/4 725D50151-FL 23
161-1109 F 100 2-13 109 30 220 30 66 60 100 22 15 244 158 48 M80X2,0 G1/4 725D63171-FL 26
161-2033 F 200 2-13 33 30 320 30 58 60 60 22 15 244 165 40 M48x1,5  G1/4 725D35151-FL 27
161-2068 F 200 2-13 68 30 320 30 60 60 80 22 15 244 151 40 M64x1,5  G1/4 725D50151-FL 29
162-1033 F 100 8-25" 33 30 220 30 58 60 60 42 28 244 165 40 M48x1,5  G1/4 725D35151-FL 21
162-1068 F 100 8-25" 68 30 220 30 60 60 80 42 28 244 151 40 M64x1,5  G1/4 725D50151-FL 23
162-1109 F 100 8-25" 109 30 220 30 66 60 100 42 28 244 158 48 M80X2,0 G1/4 725D63171-FL 26
162-2033 F 200 8-25" 33 30 320 30 58 60 60 42 28 244 165 40 M48x1,5  G1/4 725D35151-FL 27
162-2068 F 200 8-25" 68 30 320 30 60 60 80 42 28 244 151 40 M64x1,5 G1/4 725D50151-FL 29
163-1033 F 100 25-40? 33 45 220 40 58 90 60 63 30 265 170 40 M48x1,5  G1/4 725D35151-FL 34
163-1068 F 100 25-40? 68 45 220 40 60 90 80 63 30 265 156 40 M64x1,5  G1/4 725D50151-FL 36
163-1109 F 100 25-40? 109 45 220 40 66 90 100 63 30 265 161 48 M80x2,0 G1/4 725D63171-FL 39
163-1175 F 100 25-40? 175 45 220 40 66 90 105 63 30 265 195 48 M80x2,0  G3/8 725D80151-FL 45
163-2033 F 200 25-40? 33 45 340 40 58 90 60 63 30 265 170 40 M48x1,5  G1/4 725D35151-FL 47
163-2068 F 200 25-40? 68 45 340 40 58 90 80 63 30 265 156 40 M64x1,5  G1/4 725D50151-FL 49
163-2109 F 200 25-40? 109 45 340 40 66 90 100 63 30 265 161 48 M80x2,0 G1/4 725D63171-FL 52
164-1109 F 100 40-63 109 48 220 48 58 100 100 90 50 270 169 48 M80X2,0  G1/4 725D63171-FL 49
164-1175 F 100 40-63 175 48 220 48 66 100 105 90 50 270 195 48 M80X2,0 G3/8 725D80151-FL 55
164-2109 F 200 40-63 109 48 320 48 58 100 100 90 50 270 169 48 M80X2,0 G1/4 725D63171-FL 68
164-2175 F 200 40-63 175 48 320 48 66 100 105 90 50 270 195 48 M80x2,0  G3/8 725D80151-FL 73
180 180 180 — —
160 +— ;igs::lﬁg:wm cylinder, ey 160 +— syd.rjullcc.‘screw'in cylinder, — 160 — Hydraulic screw-in cylinder, ‘— :Zg r~ Hydraulic screw-in cylinder, 74
140 giCrerbayEnss I8k J|* 140 1 Ordro. 7250501511 ‘1—-— 1001 Grr o T980E3171-1 <}-k o - Orera ogosorsis —+—A
120+ 0il consumption: rperfj:;osl;«:ol(:g c7n:ml —— 1201~ 0il consumption: prestroke 29.5 cm® T 120 0il consumption: prestroke 53 cm* I 1201 Oil /
10 : 100 | el 100 +— pumsmetzer 4 100{- Feam sk 365 o
s 8 g 8 s 8 / — = & L
5 w0 5 b = 5 s 5 el //
£ 4 € 4 € L. A
20 — T 20— /r 20— 20 A[/
’ 0 100 200 300 30 ¢ 0 100 200 300 350 0 0 100 200 300 350 ¢ 0 100 200 300 3s0
Working pressure [ba] C=————> Working pressure [bar] ——————=> Working pressure [bar]  c=m=——1"> Working pressure [bar] ————>
Punching tools suitable for the punching units above
q . . "To punch hole diameters from
_ Punching _umt Punching tools have to be ordered separately 28 mm, you also have to order
without punching tools Round punch Shaped punch reduction bushes and reduction
Hole diameter sockets.
meter range  Punch kit @ Punch @ Die Punch kit @
?Punching tools for @ 20-25 mm
Order No. oD Order No. @ Order No. Order No. @ Order No. @ are available on request.
161-....F 2-13 501-0-BL-ST 301-0 401-@-BL-ST 501-Formloch-BL-ST 1 you require the cylinder
162-....F 8-25" 502-0-BL-ST 302-0 402-0-BL-ST 502-Formloch-BL-ST without the mounting flange,
163-....F 25-40? 503-0-BL-ST 303-0 403-0-BL-ST 503-Formloch-BL-ST omit the letters »FLe
164-....F 40-63 524-0-BL-ST 324-0 404-0-BL-ST on request in the order no..

Insert in Order No.: @ = hole @ or »Formlochx (i.e. shaped hole), BL = material thickness, ST = material and strength. See also punching tools
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Pneumatic and hydraulic profile punching units,
single- and double-action

IDS O

Examples

141-0520 F
Cylinder force 20 kN

B Werkzeugtechnik

161-0524 F
Cylinder force 24 kN

Application examples

4 // 35

Driven by
pneumatic power cylinder, single-action,
hydraulic cylinder, double-action

Round and shaped cut @ -+ @I @ [0

Hole diameter 2-13 mm
Material thickness

with steel 0.3-3 mm*
with aluminium and plastics 0.3-5 mm*

*The cylinder force has to exceed the required cutting force.

These pneumatic and hydraulic profile punching units are suitable for
a wide range of applications. The special die support at the front
enables punching of round and square pipes or the shanks of U and H
profiles arranged in parallel.

Which available unit to use is determined by the required cutting force.
The cutting force results from the hole diameter, material thickness and
material strength. Refer to the cutting force chart.

The type of power supply also depends on the number of punching units
to be operated and the desired cycle time.

The pneumatic power cylinders are single-action and, in addition,
require a quick bleed valve for quick reversal.

The material support height is 85 mm.

A height compensation plate for a material support height of 125 mm
is available on request.

All rights to technical modifications reserved.



Pneumatic and hydraulic profile punching units,
single- and double-action

An obligatory stripping unit can be implemented on request.

Air inlet for
Order No. 04-4010

/ =
/ F= uickbled vave
5. Order No. SEU-3/8
L orsEa

TET (please order separately)

Twin fitting

Order No. E-3/8-3/8
(please order separately,

is not included with
Order No. 04-1212)

~——190——— 30 L

Pneumatic drive
Series 141

Profile punching units without punching tools ~ Throat

pneumatic hydraulic,
double-action
Order No. Order No.
141-0512 F -
141-0520 F -
141-0540 F -
142-0520 F -
142-0540 F -
142-0580 F -
- 161-0524 F
- 161-0540 F
- 161-0563 F
- 162-0524 F
- 162-0540 F
- 162-0563 F

depth
range

A

50
50
50

50
50
50

50
50
50

50
50
50
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1 or 2 male stud couplings
(please order separately)

Hydraulic double-action drive
Series 161 and 162

s Air inlet for
oA Order No. 04-4010
ZY:« (e} F L Quick bleed valve ;:"
ity Order No. SEU-3/8 4
L ~  (please order separately)
Air inlet for
Order No. 04-1212 Twin fitting 'Air inlet for
04-2010 A6 Order No. E-3/8-3/8 B1 Order No. 04-2010
A5 (please order separately) 04-8013
o8| e
X
| BN |
235
60 _[@] Ul s
1T 042 8 L]
' 190 L
i |
{530 100 % !
! |48 | Mi2 [1Lo14 70
205 30
Pneumatic drive
Series 142
hole 0 Max. force Cylinder type
with air supply  with oil supply  “combination of Ag Ag
pressure of pressure of  cylinder and flange
8 bar 500 bar
D [kN] [kN] Order No.
2-13 12 - 04-1212 55 110
2-13 20 - 04-2010 61 122
2-13 40 - 04-4010 72 144
8-25 12 - 04-2010 61 122
8-25 20 - 04-4010 72 144
8-25 40 - 04-8013 77 154
2-13 - 24 722D25202-FLY - 65
2-13 - 40 722D32252-FLY - 75
2-13 - 63 722D40252-FLY - 85
8-25 - 24 722D25202-FLY - 65
8-25 - 40 722D32252-FLY - 75
8-25 - 63 722D40252-FLY - 85

“If you require the cylinder without the mounting flange, omit the letters »FL« in the Order No.

Pneumatic power cylinder
‘with air supply pressure of 8 bar
f— Air consumption at 8 bar in dm’
l o Nominalvalue 25
2

f 723

50 |
= AN ’
£ ™~ e |
Q4121 1) 3202 —
0
12 10 8 6 4L 2 0
C—————  Stoke [nm]

Punching tools suitable for the punching units above

Punching unit
without punching tools

Piston force [kN]

80 T

[ double-action

Block cylinder,

i !
60 7 il consumption in cm*

982w

prestroke  return stroke

5,801

20102 12,252
L0 31209 19,053

b 100

200

0 L00

Working pressure [bar] e===——=>

Hole diameter

meter range  Punch kit @
Order No. oD Order No. @
141-...F 2-13 501-@-BL-ST
161-....F 2-13 501-@-BL-ST
142-....F 8-25 502-0-BL-ST
162-....F 8-25 502-@-BL-ST

Punching tools have to be ordered separately

Round punch

Punch

Order No.

Shaped punch

J

301-0
301-0
302-0
302-0

Order No. @ Order No.

401-0-BL-ST
401-0-BL-ST
402-0-BL-ST
402-0-BL-ST

Punch kit

Je

501-Formloch-BL-ST
501-Formloch-BL-ST
502-Formloch-BL-ST
502-Formloch-BL-ST

Insert in Order No.: @ = hole @ or »Formloch« (i.e. shaped hole), BL = material thickness, ST = material and strength. See also punching tools

aq

36

Weight

B, G H -

[ka]
60 1xG1/4 431 19
60 1xG3/8 504 24
108 1xG3/8 438 31
60 1xG3/8 505 31
108 1xG3/8 439 37
122 1xG3/8 610 39
45  2xG1/4 333 14
60 2xG1/4 344 15
70 2XG1/4 348 16
45  2XG1/4 325 21
60 2XG1/4 342 22
70 2XG1/4 343 23

All rights to technical modifications reserved.



Pneumatic profile punching units, single-action

air inlet for order no. 04-12

. 04-2010
air inlet for order no. 04-4010
A6 B1
quick bleed valve
order no. SEU-3/8
G I or SEU 1/4
L1 (please order separately)
A5 O W‘_ ]
| . twin fitting
order no. E-3/8-3/8 or SEU 1/4
60 (please order separately, is not
included with order no. 04-1212)
245
H1
[
e w
)
5 o
© oD eg Cl 8 [1;—1['
ch i [ ]
0y L — 1 \
A2 x
A3 M12
depth 20
A B2
100 60
A4
Pneumatic profile punching units, single-action — without punching tools
Throat  Max. force Cylinder
Hole depth  withairsupply  type® OD2 A2 A3 A4 A5 AG Bl B2 B3
range pressure of
Order no. 0D A 8 bar [kN] Order no.
141-0712F-01  2-13 63 12 04-1212 15 15 55 200 55 110 60 54 45
141-0720F-01 2-13 63 20 04-2010 15 15 55 200 60 120 60 54 45
141-0740F-01 2-13 63 40 04-4010 15 15 55 200 72 147 108 54 45
142-0720F-01 8-25 63 12 04-2010 28 26 66 211 60 120 60 70 70
142-0740F-01 8-25 63 20 04-4010 28 26 66 211 72 147 108 70 70
142-0780F-01 8-25 63 40 04-8013 28 26 66 211 77 154 122 70 70
“An obligatory stripping unit can be implemented on request. Order example: 1412-07...
Punching tools suitable for the punching units above
Punching unit Punching tools have to be ordered separately
without punching tools Round punch Shaped
Hole-0
diameter Punch kit @ Punch @ Die Punch kit
Order no. range 0D Order no. @ Order no. Order no. @ Order no.
141-....F 2-13 501-@-BL-ST 301-0 401-0-BL-ST
142-....F 8-25 502-0-BL-ST 302-0 402-0-BL-ST

Insert in Order No.: @ = hole @ or »Formloch« (i.e. shaped hole), BL = material thickness, ST = material and strength. See also punching tools

37

1xG1/4
1xG3/8
1xG3/8

1xG3/8
1xG3/8
1xG3/8

Jes

501-shaped-hole-BL-ST
502-shaped-hole-BL-ST

B Werkzeugtechnik

Tensioning clamp

Weight
H1 .

[kg]
430 19
502 24
436 30
502 32
436 37
607 59

All rights to technical modifications reserved.



H
Hydraulic profile punching units, double-action Ips
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Hydraulic connectors
are not included

245
A6 B1
L
60 i
wr
A >
H1~ (o)
:
D
% P D ? e g ) 1
o ©
© —
)
8| | [ ]
A2 || 40 ~U
A M12x20 B2 Tensioning clamp
100 60
Ad
Hydraulic profile punching units, double action — without punching tools
Throat  Max. force Cylinder
Hole depth  with air supply type? oD2 A2 A4 A6 Bi B2 B3 G H1 Weight
range pressure of ~
Order no. 0D A 500 bar [kN] Order no. [ka]
161-0724F-01 2-13 63 24 722D25202-FL® 15 15 200 65 45 60 45 2xG1/4 322 16
161-0740F-01 2-13 63 40 722D32252-FL® 15 15 200 75 55 60 45 2xG1/4 339 18
161-0763F-01 2-13 63 63 722D40252-FL® 15 15 200 85 63 60 45 2xG1/4 340 19
162-0724F-01 8-25 63 24 722D25202-FL® 28 26 211 65 45 70 70 2xG1/4 317 24
162-0740F-01 8-25 63 40 722D32252-FL® 28 26 211 75 55 70 70 2xG1/4 339 25
162-0763F-01 8-25 63 63 722D40252-FL® 28 26 211 8 63 70 70 2xG1/4 340 26

4) If you require the cylinder without the mounting flange, omit the letters »FL« in the order no. | An obligatory stripping unit can be implemented on request. Order example: 141Z-08 ...

Punching tools suitable for the punching units above

Punching unit Punching tools have to be ordered separately
without punching tools Round punch Shaped
Hole-0
diameter Punch kit @ Punch @ Die Punch kit @
Order no. range 0D Order no. @ Order no. Order no. @ Order no. @
161-....F 2-13 501-0-BL-ST 301-0 401-0-BL-ST  501-shaped-hole-BL-ST
162-....F 8-25 502-0-BL-ST 302-0 402-0-BL-ST ~ 502-shaped-hole-BL-ST

Insert in Order No.: @ = hole @ or »Formloch« (i.e. shaped hole), BL = material thickness, ST = material and strength. See also punching tools
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Pneumatic and hydraulic profile punching units,
single- and double-action

IDS O

Examples

141-0612 F
Cylinder force 12 kN

B Werkzeugtechnik

161-0663 F 162-6109 F
Cylinder force 63 kN Cylinder force 109 kN

Application examples

Driven by
pneumatic power cylinder, single-action,
hydraulic cylinder, double-action

Round and shaped cut ) -+ @I (0 [

Hole diameter  for series 141, 161 2-13 mm
for series 142,162 8-25 mm

material thickness

with steel 0.3-3 mm*

with aluminium and plastics 0.3-5 mm*

*The cylinder force has to exceed the required cutting force.

These pneumatic and hydraulic profile punching units are suitable for
a wide range of applications.

The clearance zone behind the die support makes them also suitable
for punching L- and U-shaped profiles.

Which available unit to use is determined by the required cutting force.
The cutting force results from the hole diameter, material thickness and
material strength. Refer to the cutting force chart.

The type of power supply also depends on the number of punching units
to be operated and the desired cycle time.

The pneumatic power cylinders are single-action and, in addition,
require a quick bleed valve for quick reversal.

The material support height is 125 mm.
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Pneumatic and hydraulic profile punching units,
single- and double-action

An obligatory stripping unit can be implemented on request.

Air inlet for
= Order No. 04-4010

"= Quick bleed valve
{u Order No. SEU-3/8
T orSEU1/4

(please order separately)

— Twin fitting

Order No. E-3/8-3/8
(lease order separately,
is not included with
Order No. 04-1212)

1 or 2 male stud couplings
(please order separately)

B Werkzeugtechnik

——— Airinlet for
==, Order No.04-4010

T ek ieed vave
e Order No. SEU-3/8
(please order separately) i

2

Twin fitting
Order No. E-3/8-3/8
(please order separately,
is not included with
Order No. 04-1212)

A ]

H

Male stud coupling
lease order separately)

Hydraulic double-action drive

o . V2
<7 / range 63,
R -‘ #7040 25[-‘ 50—
Pneumatic drive Hydraulic double-actiondrive ~ Pneumatic drive
Series 141 Series 161 Series 142 Series 162
Profile punching units Hole Throat Max. force Cylinder type
without punching tools 0 depth with air supply with oil supply with oil supply “combination A; A; B B G H
pneumatic hydraulic, range  pressure of pressure of pressure of of cylinder ~
double-action 8 bar 350 bar 500 bar and flange
Order No. Order No. D A [kN] [kN] [kN]
141-0612 F - 2-13 63 12 - - 04-1212 55 110 45 60 1xG1/4 244
141-0620 F - 2-13 63 20 - - 04-2010 61 122 45 60 1xG3/8 244
141-0640 F - 2-13 63 40 - - 04-4010 72 144 45 108 1xG3/8 244
142-6320 F - 8-25 63 20 - - 04-2010 61 122 80 60 1xG3/8 250
142-6340 F - 8-25 63 40 - - 04-4010 72 144 80 108 1xG3/8 250
142-6380 F - 8-25 63 80 - - 04-8013 77 154 80 122 1xG3/8 250
- 161-0624F 2-13 63 - - 24 722D25202-FLY 32,5 65 45 45 2xG1/4 244
- 161-0640F 2-13 63 - - 40 722D32252-FLY 37,5 75 45 60 2xG1/4 244
- 161-0663F 2-13 63 - - 63 722D40252-FLY 425 85 45 70 2XG1/4 244
- 162-6368F 8-25 63 - 68 - 725D50151-FLY 325 - 80 80 2XG1/4 250
- 162-6109F 8-25 63 - 109 - 725D63171-FLY 485 - 80 100 2XG1/4 250
- 162-6175F 8-25 63 - 175 - 725D80151-FLY 525 - 80 105 2XG3/8 250
“1f you require the cylinder without the mounting flange, omit the letters »FL« in the Order No.
1207 Pneumatic power cylinder 80 U u y 180 u T I T T
with air supply pressure of 8 bar | Block cylinder, 160 4= Hydraulic screw-in cylinder, -
100 imrmnsumph‘onata barindm*  —{ | uuuble-‘aclmn |‘ N 120 | double-zcton S
\Q Nominal value §'§;Ii 60 T 0il consumption in cm* ,L,g 0il consumption in cm? ]
oI e mene | O e e ST
N ' 20102 12,252 Ny & 001 53021 4i72 1
80 [ 407 3109 19183 = A ol 784% 5663 3.\'\’\"\
= w0 \\04'301341 £ ,‘11‘)31 o B o ‘ ,\1">°b :\.‘\“
g ™ ot Zi0mn, ] g « 1120% L £ 404 : 11M
320 _5%22” {20755 '4: g g 20 /‘\/ ‘
0 P
B2 oW o8 6 L2 0 0 0 10 200 300 400 500 ¢ 0 100 200 300 350
S swem Working pressure [bar] ———"1> Working pressure [par] ~F—y>
Punching tools suitable for the punching units above
Punching unit Punching tools have to be ordered separately
without punching tools Round punch Shaped punch

Hole diameter

range Punch kit @ Punch @ Die Punch kit @
Order No. oD Order No. @ Order No. Order No. @ Order No. @
141-...F 2-13 501-@-BL-ST 301-0 401-0-BL-ST 501-Formloch-BL-ST
142-....F 8-25 502-0-BL-ST 302-0 402-0-BL-ST 502-Formloch-BL-ST
161-....F 2-13 501-0-BL-ST 301-0 401-0-BL-ST 501-Formloch-BL-ST
162-....F 8-25 502-@-BL-ST 302-0 402-0-BL-ST 502-Formloch-BL-ST

Insert in Order No.: @ = hole @ or »Formloch« (i.e. shaped hole), BL = material thickness, ST = material and strength. See also punching tools

aq

40

Hy 0D

228 -
300 -
234 -

300 -
234 -
405 -

129 -
140 -
144 -

154 65
169 97
195 105

Weight

[kg]
17

23
29

35
40
62

16
17
18

26
29
34
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Pneumatic profile punching units, single-action

air inlet for Order No. 04-4010

air inlet for
A6 Order No.  04-1212
quick bleed valve 04-2010
Order No. SEU-3/8
or SEU 1/4
G o (please order separately)
illustration ° -:ﬁ/ — A
with block die ﬁFrA | B”rizeEI'Uﬁng.s/s.s/a i ﬁ
series 141-08...-02 or -
I d tely,
series 142-08...-02 25 liced i rder
60 No. 04-1212)
A5
Hi~
= g3
© (Z)D ° o A
(=3
A3 8 S
&
o LR
\x
P10 ms
M12 B2
A depth 20
2 100 60,
A4
Pneumatic profile punching units, single-action — without punching tools
Throat  Max. force Cylinder
Hole depth with air supply type gD2 A2 A3 A4 A5
range pressure of
Order No. 0D A 8 bar [kN]
141-0812F-01 2-13 63 12 04-1212 15 15 30 200 55
141-0820F-01 2-13 63 20 04-2010 15 15 30 200 60
141-0840F-01 2-13 63 40 04-4010 15 15 30 200 72
141-0812F-02 2-13 63 12 04-1212 15 15 30 200 55
141-0820F-02 2-13 63 20 04-2010 15 15 30 200 60
141-0840F-02 2-13 63 40 04-4010 15 15 30 200 72
142-0820F-01 8-25 63 20 04-2010 28 25 50 210 60
142-0840F-01 8-25 63 40 04-4010 28 25 50 210 72
142-0880F-01 8-25 63 80 04-8013 28 25 50 210 77
142-0820F-02 8-25 63 20 04-2010 28 25 50 210 60
142-0840F-02 8-25 63 40 04-4010 28 25 50 210 72
142-0880F-02 8-25 63 80 04-8013 28 25 50 210 77

An obligatory stripping unit can be implemented on request. Order example: 141Z-08 ...

Punching tools suitable for the punching units above

Punching unit
without punching tools

. Round punch
Hole dia-
meter range  Punch kit @ Punch @ Die
Order No. 0D Order No. @ Order No. Order No. @ Order No.
141-....F 2-13 501-@-BL-ST 301-0 401-0-BL-ST
142-....F 8-25 502-0-BL-ST 302-0 402-0-BL-ST

Punching tools have to be ordered separately

B Werkzeugtechnik

series: 141-08...-01
142-08...-01

pneumatic single-action drive

series: 141-08...-02
142-08...-02

A6 B1 B2 G H1~
110 60 45 1xG1/4 472
120 60 45 1xG3/8 544
147 108 45 1xG3/8 478
110 60 45 1xG1/4 472
120 60 45 1xG3/8 544
147 108 45 1xG3/8 478
120 60 70 1xG3/8 544
139 108 70 1xG3/8 478
154 122 70 1xG3/8 649
120 60 70 1xG3/8 544
139 108 70 1xG3/8 478
154 122 70 1xG3/8 649
Shaped punch

Punch kit

Jes

501-Formloch-BL-ST
502-Formloch-BL-ST

Insert in Order No.: @ = hole @ or »Formloch« (i.e. shaped hole), BL = material thickness, ST = material and strength. See also punching tools

41
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H
Hydraulic profile punching units, double-action Ips
B Werkzeugtechnik

1 or 2 male stud couplings
A6 (please order separately)
) ] -7 [ il
illustration s

125

with block die 0 ke
series 141-08...-02 - ‘ B4
series 161-08...-02 NS 1
J D2 LT
. " E-- Al
D ° e n
3 ¢ 1 @ o [1%
A3 N T =]
A3 | ™ 3 2 ’Iﬂﬁ
8 — 0
n o 3 A M a
Al
?10ms ||, M12
A depth 20 | B2
a2 w00 60 series: 161-08...-01 series: 161-08...-02
- 162-08...-01 162-08...-02
with block die
hydraulic drive
Hydraulic profile punching units — without punching tools
Throat  Max. force Cylinder
Hole depth with oil supply type oD2 A2 A3 A4 A6 B1 B2 G Hi~
range pressure of “ flange for
Order No. 0D A 500 bar [kN] combination
161-0824F-01 2-13 63 24 722D25202-FL® 15 15 30 200 65 45 45 2xG1/4 364
161-0840F-01 2-13 63 40 722D32252-FL® 15 15 30 200 75 60 45 2xG1/4 381
161-0863F-01 2-13 63 63 722D40252-FL® 15 15 30 200 85 70 45 2xG1/4 382
161-0824F-02 2-13 63 24 722D25202-FL® 15 15 30 200 65 45 45 2xG1/4 364
161-0840F-02 2-13 63 40 722D32252-FL® 15 15 30 200 75 60 45 2xG1/4 381
161-0863F-02 2-13 63 63 722D40252-FL® 15 15 30 200 85 70 45 2xG1/4 382
162-08068F-01 8-25 63 68 725D50151-FL® 28 25 50 210 @65 80 70 2xG1/4 405
162-08109F-01 8-25 63 109 725D63171-FL® 28 25 50 210 @97 100 70 2xG1/4 405
162-08175F-01 8-25 63 175 725D80151-FL® 28 25 50 210 @105 100 70 2xG3/8 440
162-08068F-02 8-25 63 68 725D50151-FL® 28 25 50 210 @65 80 70 2xG1/4 405
162-08109F-02 8-25 63 109 725D63171-FL® 28 25 50 210 @97 100 70 2xG1/4 405
162-08175F-02 8-25 63 175 725D80151-FL® 28 25 50 210 @105 100 70 2xG3/8 440

% If you require the cylinder without the mounting flange, omit the letters »FL« in the Order No. | An obligatory stripping unit can be implemented on request. Order example: 161Z-08 ...

Punching tools suitable for the punching units above

Punching unit Punching tools have to be ordered separately
without punching tools. Round punch Shaped punch
Hole dia-
meter range  Punch kit @ Punch @ Die Punch kit @
Order No. (1D} Order No. @ Order No. Order No. @ Order No. @
161-....F 2-13 501-0-BL-ST 301-0 401-0-BL-ST 501-Formloch-BL-ST
162-....F 8-25 502-@-BL-ST 302-0 402-0-BL-ST 502-Formloch-BL-ST

Insert in Order No.: @ = hole @ or »Formloch« (i.e. shaped hole), BL = material thickness, ST = material and strength. See also punching tools
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Complete with cutting tools

Pneumatic and hydraulic 90°-notch units, 63x63 mm

Examples

660-063-068 R
Cylinder force 68 kN

twin fitting

Pneumatic drive
Series 640-063-..

Notch units with cutting tools Notch
pneumatic hydraulic, size
double-action
Order No. Order No.
640-063-040 L -
63x63
640-063-040 R -
- 660-063-068 L
63x63
- 660-063-068 R

quick bleed valve
Order No. SEU-3/8
(please order separately)

Order No. E-3/8-3/8
(please order separately)

height compensation
plate to reach the material
support height of 125 mm

640-063-040 R
Cylinder force 40 kN

B Werkzeugtechnik

Driven by
pneumatic power cylinder, single-action,
hydraulic cylinder, double-action

Notching angle 90°
max. notch size 63x63 mm
material thickness

with steel 0.3-3 mm*
with aluminium and plastics 0.3-5 mm*

*The cylinder force has to exceed the required cutting force.

In addition to the extremely successful press-operated 90° notch units
with a notch size of 63 x 63 mm, the corresponding notch units with
pneumatic and hydraulic operation are presented on this page.

Limits on the use of these units are determined by the cutting force
required.

The cutting force, which results from the effective cut length and
the material thickness, may not exceed the maximum power of the
cylinder.

The material support height is 85 mm.

To combine these notch units with other pneumatic or hydraulic
punching it is necessary to install a height compensation plate (see
chart) to reach the material support height of 125 mm.

For missing sizes see unit 600 — 063

male stud coupling
(please order separately)

ﬁ ../»-: 0
Hydraulic double-action drive
Series 660-063-..

2Combination of cylinder and flange

Max. force Cylinder type Weight Gauging table, Height
with air supply with oil supply ~ adjustable, compensation plate,
pressure pressure Flange type please order please order
of 8 bar of 350 bar separately separately
[kN] [kN] Order No. [ka] Order No. Order No.
04-4010-05?
40 - 23
F004-0018-0000
800-063 S 815-063
725D50151-1
- 68 21
F004-0019-0000
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Complete with cutting tools -
Pneumatic and hydraulic rectangle notch units I s
B Werkzeugtechnik

Driven by
pneumatic power cylinder, single-action,
hydraulic cylinder, double-action

Examples

Notch shape rectangle
for 641-050...,661-050-... 50x50 mm
for 641-050...,661-100-... 100x75 mm
material thickness 0.3-3 mm*

*The cylinder force has to exceed the required cutting force.

In addition to the extremely successful press-operated rectangle
notch units with a notch size of 50 x 50 mm and 100 x 75 mm, the
corresponding notch units with pneumatic and hydraulic operation are

presented on this page.

Limits on the use of these units are determined by the cutting force
641-050-040 required, see chart. The cutting force, which results from the effective
Cylinder force 40 kN cut length and the material thickness, may not exceed the maximum

power of the cylinder.

The material support height is 85 mm.

To combine these notch units with other pneumatic or hydraulic
punching units it is necessary to install a height compensation plate
(see chart) to reach the material support height of 125 mm. For the
dimensions of the basic structure, see drawing for units 601 - 050
or 601 - 100.

661-100-109
Cylinder force 109 kN

air inlet for

== Order No. 04-4010 =t
i quick bleed valve .
H —— Order No. SEU-3/8 air inlet for .
. Order No. 04-2010 male stud coupling
lease oersepaate 04-8013 (please order separately)
Hi
___ twin fitting
Order No. E-3/8-3/8
(please order separately)
Hz _
Ha

Ha

T height compensation plate
125 to reach the material support
_ height of 125 mm

| rder ratel
?O_Q &#//M (please order separately)
Pneumatic drive Hydraulic double-action drive
Series 641 Series 661
Notch units Notch Max. force Cylinder Cylinder dimensions Weight Height com-
with cutting tools size with air supply with oil supply type ~  pensation plate,
pneumatic hydraulic, width x pressure pressure 2 Combination of A hs B LD H~1 H~2 'is please order
double-action  depth of 8 bar of 350 bar  cylinder and flange separately
Order No. Order No. [kN] [kN] Order No. [ka] Order No.
641-050-040 - 50x50 40 - 04-4010-06? 144 72 108 - 234 20 165 32 815-050
641-100-040 - 100x75 40 - 04-4010 144 72 108 - 234 40 182 39
641-100-080 - 100x75 80 - 04-8013 154 77 122 - 405 40 182 63 815100
- 661-050-068  50x50 - 68 725D50151-1 - - - 65 174 20 165 23 815-050
- 661-100-109  100x75 - 109 725D63171-1 - - - 97 189 40 182 37 815-100
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Complete with cutting tools

Pneumatic and hydraulic 90° radii cutting units, R5-30mm

Examples

666-30-063
Cylinder force 63 kN

\
\quick bleed valve"
Order No. SEU-3/8

\ (please order separately)
\ twin fitting"

' Order No. E-3/8-3/8
(please order separately) H
air inlet for

Order No. 04-4010

B
) (quick bleed valve and

twin fitting are included in
he pneumatic control kit)

Pneumatic drive
Series 646

Radii cutting units

with cutting tools
pneumatic hydraulic,
double-action
Order No. Order No.
646-30-040 -
646-30-080 -
= 666-30-063

646-30-040
Cylinder force 40 kN

Possible
90° radii
in steps of
5mm

R5, R10,
R15, R20,
R25, R30

350—~

B Werkzeugtechnik

Driven by
pneumatic power cylinder, single-action
hydraulic cylinder, double-action

possible radii R 5,10,15,20,25,30 mm
cutting angle o 90°
material thickness

with steel 0.3-3 mm*
with aluminium and plastics 0.3-5 mm*

*The cylinder force has to exceed the required cutting force.

In addition to the press-operated radii cutting units, the corresponding
hydraulic or pneumatic units are presented on this page.

With these units it is possible to notch 6 different 90° radii with only
one tool. The radii are graduated in steps of 5 mm from R 5 mm up to
R 30 mm.

Limits on the use of these units are determined by the cutting force
required, see chart. The cutting force, which results from the effective
cut length and the material strength, may not exceed the maximum
power of the cylinder.

The material support height is 125 mm.

Recommended accessories (please order separately)

For connecting the pneumatic radii cutting units to the compressed air
system, we recommend the following accessories:

Other radii sizes are available on request.

Examples

& male stud coupling
(please order separately)

limit stop
1
- -180
Hydraulic double-action drive Section A-B
Series 666-30-063
Max. force Cylinder H Weight
Type ~ ~
with air supply with oil supply
pressure of 8 har  pressure of 350 bar
[kN] [kN] Order No. [kg]
40 - 04-4010 504 58
80 - 04-8013 675 79
- 63 722D50252-1 375 45
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Complete with cutting tools

Pneumatic cut-off unit, 125 mm

Examples

649-125-040-N

Cylinder force 40 kN

B Werkzeugtechnik

Driven by
pneumatic power cylinder, single-action

max. cutting width 125 mm
material thickness

with steel 0.3-3 mm*
with aluminium and plastics 0.3-5 mm*

*The cylinder force has to exceed the required cutting force.

In addition to the extremely successful press-operated cut-off units
with a cutting width of 125 mm, the corresponding cut-off unit with
pneumatic operation is presented on this page.

The cutting force, which results from the effective cut length and the
material strength, may not exceed the maximum power of the cylinder.
The material support height is 85 mm.

To combine this cut-off unit with other pneumatic punching units it is
necessary to install a height compensation plate (see chart) to reach
the material support height of 125 mm. For the dimensions of the
basic structure, see drawing for unit 610 — 125 N.

The retainer has been removed in the illustration!

quick bleed valve

Order No. SEU-3/8
(please order separately)
twin fitting

Order No. E-3/8-3/8
(please order separately)

retainer

eed clearance: 6mm

kil 125 height compensation plate
to reach the material support

Cut-off unit
with cutting tools
with retainer
pneumatic
Order No.

649-125-040-N

': f / ~— height of 125 mm LRI
/l#-l/ i (please order separately) Kl k@j
Cutting width Max. force Cylinder type Weight Height com-
with air supply pensation plate,
pressure of 2 Gombination of please order
8 bar cylinder and flange separately
[kN] [kN] [ka] Order No.
125 40 04-4010-032 32 815-125
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H
Mobile pneumatic punching and notch units Ips
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Example

Cylinder force: 12kN at 8 bar
Weight: 6.5 kg

For punching and notching of all punchable materials, such as steel,
aluminium, plastics, wood, cardboard, etc. Tools can be changed
quickly. The size of the maximum hole diameter or the maximum notch
depends on the material thickness and the material strength. It has to
be calculated on an individual basis. Recommended material thickness
ranging from 1-3 mm, (see also the force / stroke chart below).
Economical expansion possibilities are provided by conversion kits, see
below.

Tools suitable for the mobile units above (please order separately)

Notch unit: 1421-0512K

Punch kit: 521-Vierkant-21-BL-ST
Radius cutting unit: 1421-0512R

Punch kit: 521-Radius-BL-ST
Punching unit: 1421-0512L

Punch kit: 521-0-BL-ST

Punch: 321-0

Die: 421-0-BL-ST

Shaped hole: 521-Formloch-BL-ST

Insert in Order No.: @ = hole @ or »Formloch« (i.e. shaped hole; »Vierkant« = square),
BL = material thickness, ST = material and strength.

Conversion module @
for punching unit
- @ 1421-05-LU

ﬁ . a» = without

punch kit @

Conversion module

for notch unit 7/,;;
1421-05-KU
— without punch kit.
5 @ Adjustable limit stops
| are included in the delivery
© i ;
L o i e (see illustration below)
Force/stroke chart for
drive cylinder 04-1212
Conversion module 20 —
for radius cutting unit 164" Koty bl b Liversuen s A
1421-05-RU q = o LN ||
without punch kit. i g \f\\\> Sl
Adjustable limit stops S . T
are included in the delivery e
(see illustration below) 012 2 8 6 4 2 0
Hub [mm]

Adjustable limit stops
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Pipe punching unit ips DO

B Werkzeugtechnik

X

Examples

101-RLA-50 141-RLA-50 161-RLA-50
Press-operated Pneumatic single-action unit Hydraulic double-action unit
Throat depth range A = 50 mm Throat depth range A = 50 mm Throat depth range A = 50 mm
Cylinder force 80 kN Cylinder force 68 kN
with air supply pressure of 8 bar with oil supply pressure of 350 bar
Round and shaped cut
Hole diameter D 2-13mm
External pipe diameter da 40-60 mm Y X J 1 |
Pipe thickness S 1-5mm*

Material with Rm ,,, <630 N/mm?

*The cylinder force has to exceed the required cutting force.

The pipe punching unit has a modular construction. It is possible to
equip a press-operated unit with a hydraulic or a pneumatic drive at a
later date.

It is possible to punch a large variety of pipe dimensions and shapes.
The punch kit and the mandrel can be exchanged easily which enables
various pipe shapes and hole diameters to be punched with a single
unit. The position of the hole can be set by means of an adjustable limit
stop using a scale of 0-50 mm (centre of hole to pipe end).

To ensure correct dimensioning of the mandrel we need to know the
DIN designation of the pipe. For welded pipes we assume that the
welding is in the flat area of the mandrel. If there are any burrs due to
sawing these have to be removed prior to punching. Additional pipe
dimensions and accessories are available on request.
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|
Pipe punching unit Ips
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105
77
77

lee

757,70

S
0
50
60

I 4ed,70x

60

- T e | ¥ ¥ '
=R ] ]
ﬁ@é m[g” : f@fi gﬂ n L] 14,

TR [
L 100 | I T g * Dimensions for external pipe diameter of 60
g gRB°R] & (for other pipe sizes, the dimensions will differ)
101-RLA-50 141-RLA-50 161-RLA-50
Punching unit Hole External Pipe Throat Max. force Cylinder Weight
without tools and die mandrel diameter pipe thickness depth type
press-operated pneumatic hydraulic diameter range with air supply  with oil supply see pages
single-action double-action pressure of pressure of 69+73
D da S A 8 bar 350 bar
Order No. Order No. Order No. [mm] [mm] [mm] [mm] [kN] [kN] [kg]
101-RLA-50 - - 1-5 - - - 44
- 141-RLA-50 - 2-13  40-60 1-3 50 80 - 04-8013 90
- - 161-RLA-50 1-5 - 68 722D50252-1 55
Punching tools have to be ordered separately Die mandrel has to be ordered separately
Round hole Shaped hole Round pipe Rectangular pipe
Punch kit Punch Die Punch kit
Order No. Order No. Order No. Order No. Order No. Order No.
551-@D-Pda-DIN x s-ST 351-0D 451-@D-@da-DIN x s-ST 551-Formloch-@da-DIN x s-ST 461-@da-DIN x s 471-axb-DIN x s

Insert in order no: @D = diameter or »Formloch« (i.e. shaped hole), @da = external pipe diameter, DIN = industrial standard reference for the pipe (e.g. DIN 2393)
s = pipe thickness, ST = material and strength, a = height of pipe, b = width of pipe

Accessories:

Punching on flap Punching without die

Order No.:
Order No.: 101-RLA-E-@da

101-RLA-U-@D-@da DIN x s

Example: Example: 101-RLA-50 + 101-RLA-E-060
101-RLA-50 + 101-RLA-U-09-060 x DIN 2393 x 3 (the die mandrel has to be removed)
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Punching tools

B Werkzeugtechnik

technical illustration of punches and dies

Round hole punching tools

ST

Ererzzrzze A7

S SR S 2,
.....

,l(i‘l,l\l'lw\\.&

S
=T

s
TG EHR

P A AT S,

EXSEN

Punch shape for punching units of

Punch shape for punching units of

Punch shape for punching units of

series 105

series 103, 104, 143,163

S

141,142,161,162

series 100, 101, 102, 111,

Punch shape for punching units of

Punch shape for punching units of

Punch shape for punching units of

series 114

series 144 and 164

series 112 and 113

Die shape applies to all series

View »X«
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Punching tools Ips
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Round hole punching tools
The required die clearance is preset in the factory in accordance with Round hole punching tool for punching unit order no. 102-200F
the desired hole size, while considering the specified material thickness

and material strength. Punch kit 502-0-15-BL3-St42
A
Punch and die T T
By using reduction bushes and sockets holes can be punched with a Punch without die 302-0-15
A A
smaller hole diameter than specified for the particular series for some Die without punch 402-0-15-BL3-St42
A
of the punching units. Nominal size T I
Hole diameter = 15 mm
Punching units for round cuts can easily and quickly be converted to Material thickness BL = 3 mm
shaped hole punching units, using a shaped cut conversion kit. Material and strength ST = St42
(for nonferrous material, e.g.: Al F22)
Round hole punching tools © punch kits, punches, dies,
for Dimensions Corresponding
drawings
punching units
of series Punch Punch Die Available hole diameters Drawings on the left page before
kit
Range Graduation
Order No. Order No. @ Order No. 0D [mm] 0D, L 0D, H
100- 500-0-BL-ST 300-0 400-0-BL-ST 2-7 0.5 8 105 ill5 16
101-
111-
141 501-0-BL-ST 301-0 401-0-BL-ST 2-13 0.5 15 105 22 20 ®
161- +
@
102-
142- 502-0-BL-ST 302-0 402-0-BL-ST 8-25 1 28 105 42 20
162-
25-40 1
103- .
special
143- 503-0-BL-ST 303-0 403-0-BL-ST size 30 45 63 25
20-25
163- available @
+
only @
104- 504-0-BL-ST 304-0 404-0-BL-ST  40-63  ,o'0me 50 45 90 25
55, 60, 63
all sizes 63
available
105- 505-0-BL-ST 305-0 405-0-BL-ST 63-100 as bis 22 145 25 ®+@
special size 100
112- 512-0-BL-ST 312-0 402-0-BL-ST 8-22 1 25 80 42 20 @
+
i1'S= 513-0-BL-ST 313-0 403-0-BL-ST 22-38 1 40 80 63 25 @
114- 514-0-BL-ST 314-0 404-0-BL-ST 35-63 all sizes 63 80 90 25 ®+®
144 available
= as
164 524-0-BL-ST 324-0 404-0-BL-ST 40-63  ooase 50 24 90 25 ®+®

are available for each size within the diameter range

5 2 All rights to technical modifications reserved.
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Shaped hole punching tools punch kits,

IO

<2 IS

Punch shape for punching units of Punch shape for punching units of Punch shape for punching units of
series 100,101,102, 111, 141,142, series 103,104, 143, 163 series 105
161,162
O] ® ®

SSNEEY
7
= L

EAL N v
S ensias, EE S A

Punch shape for punching units of Shaped hole punching tools for Punch shape for punching units of
series 112 and 113 series 144 and 164 series 114
are available only on request.

Die shape applies to all series

View »X«

5//3 All rights to technical modifications reserved.
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Shaped hole punching tools

The max. outside profile of a shaped cut may not Shaped hole punching tool »DSW-Form« (means DAF shape, with D = diameter and
exceed the max. possible hole diameter. AF = width across flat) as special size for punching unit order no. 103-200 F
The required die clearance for the die is preset in
accordance with the desired hole size, while consider- Punch kit, punch and die 503 - DSW-Form - @30 x SW20 - BL4 - St60
ing the specified material thickness and material Nominal size 1 f t
strength. Cutting shape.
Shaped hole punching tools can be used »lengthways« Dimensions, hole diameter =30 mm
or »Crosswise« to the punching unit. SW=20mm

Material thickness BL=4 mm

Material and strength ST = St60
(for nonferrous material, e.g.: Al F22)

Shaped hole punching tools punch Kits,
for Sizes on stock Special sizes * Range Dimensions Corre- Shaped cut
punching Jas . Drawings on the left sponding conversion
units a .3‘( E drawings kits
of N only for
series oblong hole ~—b~— oblong hole ~—b square page punching units
b ¥ before which have been
SW[D a D) ordered
f without shaped cut
DSW shape {=—D— rectangle |~ p-- conversion kit

Order No. Order No. oD oD, L oD, H Order No.
100- - - 2-7 - - - - - -
101 501-Langloch-4.5x10-BL-ST :g};;ﬁ";g:‘ma;x"sz";fm 805-101
1= 5o1-Langloch-5.5x12-BL-ST 213 15 105 22 20 S
141- 501-Lanaloch-7x12-BL-ST 501-Quadrat-a x a-BL-ST 805-141
161- 9 501-Rechteck-a x b-BL-ST 805-161

502-Langloch-5,5x20-BL-ST ©+@
102-  502-Langloch-7x20-BL-ST X e 805-102
142- 502-Langloch-9x22-BL-ST 502-Quadrat-a x a-BL-ST 8-25 28 105 42 20 805-142
162- 502-Langloch-11x25-BL-ST 502-Rechteck-a x b-BL-ST 805-162
502-Langloch-13x25-BL-ST
503-Langloch-a x b-BL-ST

103- 805-103

503-DSW-Form-DxSW-BL-ST
143- = 503-Quadrat-a x a-BL-ST Al d e ] GE | e 805-143
163- 805-163

503-Rechteck-a x b-BL-ST

504-Langloch-a x b-BL-ST
504-DSW-Form-DxSW-BL-ST
104- - 504-Quadrat-a x a-BL-ST 40-63 75 105 90 25 805-104

504-Rechteck-a x b-BL-ST

505-Langloch-a x b-BL-ST

63
505-DSW-Form-DxSW-BL-ST
105- - s 63100 to 22 145 25 @+@ 805105

@+@

505-Rechteck-a x b-BL-ST 100
512-Langloch-7x20-BL-ST 512-Langloch-a x b-BL-ST
512-Langloch-9x22-BL-ST 512-DSW-Form-DxSW-BL-ST
12 512-Langloch-11x22-BL-ST 512-Quadrat-a x a-BL-ST e 805-112
512-Langloch-13x22-BL-ST 512-Rechteck-a x b-BL-ST

513-Langloch-a x b-BL-ST
513-DSW-Form-DxSW-BL-ST
113- - 513-Quadrat-a x a-BL-ST 22-38 40 80 63 25 805-113

513-Rechteck-a x b-BL-ST

514-Langloch-a x b-BL-ST
514-DSW-Form-DxSW-BL-ST
114- - 514-Quadrat-a x a-BL-ST 35-63 63 80 90 25 ©®©+@ 805-114

514-Rechteck-a x b-BL-ST

* Special sizes / shapes: Langloch = oblong hole, DSW-Form = DSW shape, Quadrat = square, Rechteck = rectangle

5 4 All rights to technical modifications reserved.
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Reduction bushes and sockets
only for round hole punching tools
When using reduction bushes and sockets with the punching units of
. the series 101 to 163, the punch and die of the next smaller punching
<« Reduction bush ]
unit may be used.
This extends the application range of the listed punching units by the

reduced diameter given in the table below.

Due to the possibility of using the next smaller punching tool size,
additional tool units are no longer required and, thereby, costs are

reduced.
<« Reduction socket
for Punch diameter range Punch diameter range Reduction parts Required cutting tools
punching  without reduction parts with reduction parts Reduction bush Reduction socket Punch Die
units complete with
of standard Fig. reduced Fig. workpiece Ej
series 0 0 stripper

Order No. % 0D Od Order No. %‘!/f 0D @d Order No. @ Order No. @

Reduction bush

Punch _;I
101 =
111
2-13 2-7 o 850-15x08 15 8 860-22x15 22 15 300-0... 400-0-BL-ST
141 Fi
1 61 Revf;:lm.r:;?;kel
for Punch diameter range Punch diameter range Reduction parts Required cutting tools
punching  without reduction parts with reduction parts Reduction bush Reduction socket Punch Die
units complete with
of standard Fig. reduced Fig. workpiece Ej @
series 0 0 stripper B ) i
Order No. % 0D Od Order No. 0D Od Order No. Order No. @
Reduction bush
fro g
g "‘/1,3_9 400-0-BL-ST
102 i
142 8-25 2-13 ol 1 850-28x15 28 15  860-42x15 42 15  301-0...
162 ... From hole dameters
g Dt of 8 mm onwards,
813" use die
402-0-BL-ST.
for Punch diameter range Punch diameter range Reduction parts Required cutting tools
punching  without reduction parts with reduction parts Reduction bush Reduction socket Punch Die
units complete with
of standard Fig. reduced Fig. workpiece Ej @
series 0 0 stripper 1 ) i
Order No. % 0D Od Order No. %‘!/f 0D @d Order No. Order No. @
103
143 850-50x28 50 28 860-63x42 63 42 302-0... 402-0-BL-ST
163

Insert in order no.: @ = hole @ or »Formloch« (i.e. shaped hole), BL = material thickness, ST = material and strength.

5//5 All rights to technical modifications reserved.
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Shaped cut conversion kits

All punching units for round cuts (except for series 100) can easily and
quickly be converted to shaped hole punching units, using a shaped cut
conversion Kit.

§§ A shaped cut torsion lock is included in the standard delivery of all
§§ punching units (except for series 100).
v
it
g for punching unit Corresponding Order No.
% series figures
101 O+® 805-101
102 O+® 805-102
103 @+® 805-103
104 @+® 805-104
105 ®+® 805-105
111 O+® 805-111
112 @+® 805-112
113 @+® 805-113
114 ®+® 805-114
141 O+® 805-141
142 O+® 805-142
® 143 @+® 805-143
161 O+® 805-161
for all dies 162 D+® 805-162
163 @+® 805-163

Compensating washers

Compensating washers are required to bring reworked dies to the
working or material support height of 85 or 125 mm.

This height compensation is particularly important when several
punching units are to be combined to a series punch installation. In this
case, uniform working and material support height is essential.

for dies 1 kit
to be used for = 4 pieces
od Series  punching units of series thickness  Order No.
15 400 100 806-15
101, 111, 0.1
L 141,161 03 ——
102,112, 0.5
42 402, 412 142,162 10 806-42
103, 113, mm
63 403,413 143,163 806-63
90 404,414 104,114 806-90

5//6 All rights to technical modifications reserved.
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Polyurethane workpiece stripper

o -

T W

LDJ — -

Shape A Shape B Shape C Shape D

—
a —

Note When punching in thin metal sheets, the outside
diameter of the polyurethane stripper lying on the
metal sheet should be skewed and adapted to the
diameter of the die. This prevents undesirable
deformation of the metal sheet caused by the

stripper.
for punching units of series Dimensions
100 101 102 103 104 105 112 113 114 141 142 143 144 Stripping
111 1kit= 161 162 163 164 Shape force a b 0d OD H Order No.
2 pieces

(] A medum - - 65 18 30  801-018x30

[ J A small - - 12 28 27  801-028x27

(] A medum - - 12 28 30  801-028x30

[ J A small - - 25 40 27  801-040x27

[} A medum - - 25 40 30  801-040x30

[ J A large - - 25 50 30 801-050x30

[} A smal - - 41 60 28  801-060x28

[ J A medium - - 41 60 30 801-060x30

() A large - - 41 70 30 801-070x30
[ J A large - - 64 95 30 801-095x30”

® A large - - g 100 27 801-100x27

[ J A large - - 64 100 30 801-100x30

[ J A large = - 76 112 40  801-112x40
( N C large - |17 | 65 |25 | 3i 802-025x31"
( X B large 28 - 12 - 31 802-028x31"

([ J B large 50 - 29 - 50  802-050x50

[ ] B large 70 - 45 - 50  802-070x50

D - - - - 28 * 803-028xH*

e ey 0~ o oo

no. The hole (@d) is provided by the customer. D - - - - 70 . 803-070xH*

D - - - - 100 * 803-100xH*

"Reinforced version for higher retraction forces when punching thick materials 21 kit = 2 pieces

5//7 All rights to technical modifications reserved.
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LSystem extensions //

// frames

// limit stop systems

/1 hydraulic units

/1 hydraulic cylinders

// pneumatic power cylinders

// hydropneumatic power cylinders

// cylinder position monitoring device

// foot switches

// minimum quantity lubrication systems

Machine control system
/1 safety PLCs

/1 quality assurance

/1 power monitoring

// visual inspection

// insertion monitoring

/] measuring equipment
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Side-tracking clamp plate

Base plate

Application example

These guide elements provide a simple and cost effective side-
tracking solution for all pneumatic and hydraulic punching units used
Punching unit in series punch installations.

Side-tracking clamp plate The side-tracking clamp plates are used to mount the punching units
}— Base plate

T Detail ,X*

ot constuct and enable changing the distance between the punching units. The
asiC construction

(provided by customer) side-tracking clamp plates are mounted on the base plate.
~ Clamping lever Each side-tracking clamp plate has a guide groove at the bottom

which fits onto the guide rail of the base plate and guides the side-
tracking clamp plate and therefore the punching unit.

The quick-action clamping lever enables the side-tracking clamp plate
to be secured in the desired position on the base plate.

The base plate has threaded holes on the bottom to facilitate mounting
on a basic construction. The customer provides the basic construction.
On request, the base plates are also available with a fixed scale on top
of the rail.

Further combinations of guide elements with pneumatic and hydraulic
tool units for notching flat materials and profiles in steel, aluminium
and plastics are available on request.

WX ey

Example of a

series punch installation
with pneumatic punching
units and guide elements

Side-tracking clamp plates Base plates
Order No. Width Weight Order No. Order No. Please add the requested ~ Weight
~ without scale  with scale total length to the order no. ~
[mm] [ka] [mm] [ka]
1000 24
818-060x150 60 815 1500 35
820-150x...  820-150x...M 2000 47
818-100X150 100 5 2500 59
3000 71

6 //1 All rights to technical modifications reserved.
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Guide elements in a series punch installation with hydraulic
double-action operation for punching a punch layout in steel strips.

Side-tracking clamp plate

125202 —— Side view Side view

Order No. 818-060x150 Order No. 818-100x150

Base plate

25002
3000™
Base plate Order No. 820-150 x total length
Base plate with scale Order No. 820-150 x total length-M Total length which can be supplied.

6//2 All rights to technical modifications reserved.
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frame frame
without waste collection with waste collection
order no. 820-X000-001 order no. 820-X000-002
base plate
_ (order no. 820-150x...)
length = 3000 is included in the scope of supply
length = 2000 .
\ waste collection
_ length =1000 750 |
—
|
L L Ll || | | o
&>
| i 1
z z z Z Z x
<105O ) ‘ height-adjustable
(2050 ) machine base
(3050 ) | (780 )

RAL no. 7035, light grey

6//3 All rights to technical modifications reserved.
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Standard frame
without waste collection
order no.

820-1000-001
820-2000-001
820-3000-001

Standard frame
with waste collection
order no.

820-1000-002
820-2000-002
820-3000-002

Waste collection

order no.

820-1000-101
820-2000-101
820-3000-101

Length:

1000
2000
3000

Weight [kg]
without / with
waste collection

102 | 115
146 | 166
182 | 208

All rights to technical modifications reserved.



Accessories

Universal limit stop and workpiece support

1

atlng

Universal limit stop

Application examples

T
(
i

1 Punching unit
101-200

Punching unit
102-200F.

&2

Workpiece

o DV S SO

Universal limit stop
800-402

Support height H=85 mm

Universal limit stop
800-253 (stop bar shortened)

Support height H=125 mm

[Punching unit
102-200F

B Werkzeugtechnik

Workpiece support

Notch unit
600-063 L

Punching unit
m-125

Workpiece

Universal limit stop
800-251 (stop bar removed)

Workpiece limit stop Workpiece support
Order No. Order No.
800-251-085 810-250-085

800-252-085 -
800-253-085 -
800-401-085 810-400-085
800-402-085 -
800-403-085 -
800-631-085 810-630-085
800-632-085 -
800-633-085 -

Workpiece limit stop
Order No.

800-251-125
800-252-125
800-253-125
800-401-125
800-402-125
800-403-125
800-631-125
800-632-125
800-633-125

6//5

Workpiece support A B C
Order No.
810-250-125 250 250 5
- 250 400 5
- 250 630 5
810-400-125 400 250 135
- 400 400 135
- 400 630 135
810-630-125 630 250 255
- 630 400 255
- 630 630 255

All rights to technical modifications reserved.
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Coordinate limit stop

Threaded holes
to fix punching units

sidestop
y-as
Order No. 813-200x300 (also available laterally reversed) e s ) o
§‘i : I. 5 1 < 300
Suitable for all pneumatic and hydraulic punching units with a material V—!—m"
support height of 125 mm. Gr3
For press-operated punching units with a material support height
of 85 mm, a height compensation plate is required (order no. G
815-200x300). o
With the coordinate limit stops the desired distance between workpiece =
holes can be adjusted easily and quickly. Time consuming set up with
conventional limit stops is unnecessary.
Working range or adjustment possibilities: Additional coordinate limit stops
x-axis: 0-300 mm with other working ranges are available on request.
y-axis: 0—200 mm Dimensions: 400 x 500 x 230 mm
Workpiece limit stop
L i
30
mo{ l~334—— 70——] ’—r
180 i
Workpiece limit stop with support Workpiece limit stop
Application example Workpiect.a limit stop Workpiece limit stop
Workpiece with support
(strip material) H H1
Order No. Order No.
85 = 800-01-085 -
- 40 - 800-02-085
125 = 800-01-125 =
- 80 - 800-02-125

6//6 All rights to technical modifications reserved.
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== —=-
Adjustable Adjustable
support support
L ® 3
S g
©o| ® 2
= M=
] =
|
- =-
28 /M8 » @12 /12 »
i !
! !
! !
1 |
s _| £
=1 5 &1 2
H U o T
! =6 1 £ X
] 88 | 88
? : \ | \
| |
870-008 870-012
0On request, the punching units of series 141-144 and 161-164 can be Order No. Sensor-0
equipped for cylinder position query. The query is completed at a 870-008 08/ M8
coupling flag. Inductive sensors with diameters of 8 or 12 may be used
870-012 012/ M12

alternatively (not included in the delivery).
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Pneumatic pedals
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pneumatic features:

max. working pressure: 10 bar

ambient temperature: from -10 °C to 70 °C
medium temperature: from -10 °C to 50 °C
operation with or without lubrication

flow rate: 800 NI/min.

mechanic features:

housing and protection cap made of nylon
reinforcing web made of steel

Zamak diecast valve housing

gaskets and washers made of oil- and
wear-resistant materials

Pneumatisches Pedal Steuerung Riickstellung  Ventil Anschliisse ginmm  DurchfluB NI/min  Betétigungskraft/N  Masse/kg
AM-5000 Pedal Feder 3/2NC G1/4 6 800 20 1,25
AN
AM-5001 Pedal Feder 5/2 G1/4 6 800 20 1,45
It S A T
;‘i f‘ \, 24 _/?\
it \ /
| ¥ ! \‘\_ ! ! ! _,«‘/
! [ II L ! 4 J‘ I
i E: !
Ll - 1
[} : ] H
I . |
2 (f 7 ! \ i ;
Ek | I_ L
L. f | 1 -
(L AR e
- , S
i
Y
3

6//8
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The patented pneumatic power cylinders, shown on this page, order
numbers 04-1212 to 04-8025, are designed for use with the pneumatic
punching, notch and cut-off units.

Due to their high tensile strength and their stroke of up to 25 mm, as
well as the favourably positioned mounting flange, these elements are
suitable for a wide range of operations where high forces are required.
The flat and compact design enables series installation.

As illustrated in the sectional view, a pair of toggles is supplied with
compressed air via the sleeve positioned behind. The generated force is
transmitted directly to the piston rod. The resulting stroke force ratio
fulfills all practical requirements for increased stroke accompanied by
increased force, see force / stroke chart.

Up to 30 strokes per minute are achieved. For optimum use of the
cylinder, i.e. high stroke frequency, the use of quick bleed valves is
recommended as the cylinder is a single-action cylinder.

Further applications for these power cylinders are stamping, cold
forming, pressing in of sockets and in gluing equipment where parts
have to be joined under great pressure.

These power cylinders can even be used where high pretensioning
forces are needed, e.g. for closing foam moulds or as clamping elements
used during leak tests.

Symbol

Pneumatic punching unit for punching and notching of presshoard parts Pneumatic power cylinder for caulking of bushes
covered with leather

Nominal force Max. force Stroke Working Max. stroke Temperature  Air consumption Weight
Order No. at 8 bar at 8 bar pressure frequency range at 8 bar ~

[KN] [kN] [bar] [strokes/min.] [dm*/Hub] [ka]
04-1212 12 15 12 2-8 30 25 4.8
04-1222-1 12 15 22 2-8 30 25 4.7
04-1222-2 12 15 22 2-8 30 -0°C 25 4.7
04-2010 20 32 10 2-8 30 to 315 11.0
04-4010 40 50 10 2-8 20 +40°C 7.2 16.5
04-8013 80 100 13 2-8 15 14.5 39.0
04-8025 80 100 25 2-8 15 14.5 39.0

6//9 All rights to technical modifications reserved.



Pneumatic power cylinder, single-action

Order No. 04-1212

Order No. 04-1222-1

Order No. 04-1222-2

Order No. 04-2010

Order No. 04-4010

Order No. 04-8013
and 04-8025

"Model 04-8013 “Model 04-8025

Quick bleed valve
Order No. SEU-1/4
(please order separately)

Quick bleed valve
Order No. SEU-1/4
(please order separately)

8

Quick bleed valve
Order No. SEU-1/4
|- (please order separately)

Quick bleed valve

Order No. SEU-3/8

(please order separately)
Twin fitting

Order No. E-3/8-3/8

Stroke 10

(please order separately)

Twin fitting
Order No. E-3/8-3/8

Quick bleed valve
Order No. SEU-3/8

(please order separately) ~(please order separately)

Quick bleed valve
Order No. SEU-3/8
(please order separately)

Twin fitting
Order No. E-3/8-3/8
(please order separately)

21
52

Stroke 13" | 99
Stroke 257

Force [kN]

Force [kN]

Force [kN]

Force [kN]

Force [kN]

Force [kN]

B Werkzeugtechnik

20 T T T T T
— Forcecurveat8bar air consumption 2.5 dm¥/stroke
s Force curve at 6 bar _air ion 1.9 dm¥/stroke
R Nominal value 12
124
—
. ~ \
-
\\_5\
4 e
0 1
12 10 8 ] 4 2 Q0
Stroke [mm]
8 T T
—— Force curve at 8 bar air consumption 2.5 dm3/stroke
I ——— Force curve at 6 bar air consumption 1.9 dm3/stroke __|
| |
\ Nominal value 12 kN
124 e
™~
8 ~
~ \
~
4 —— A
2 20 16 12 4 Q
Stroke [mm]
8 T
Force curve at 8 bar  air consumption 2.5 dm3/stroke
16 ——— Force curve at 6 bar  air consumption 1.9 dm?¥/stroke __ |
| !
\ Nominal value 12 kN
124 N
~~
~.
8
\\
= S~ \
4 = ==
0
22 20 16 12 4 0
Stroke [mm]
50 T T T T T T
— Force curve at8 bar  air consumption 3.5 dm¥/stroke
---- Forcecurveat6bar air 2.6 dm¥stroke
40
30
Nominal value 20 KN
™~
20
N ~ \
~d —|
10 e
0
17 16 14 12 10 8 6 4 2 0
Stroke [mm]
5 T T T T T T 1
—— Force curve at 8 bar  air consumption 7.2 dm3/stroke
50 ——— Force curve at 6 bar  air consumption 5.4 dm3/stroke —{
S S N I
= Sy
~ 1 N Nominal vaive 40
30
< ~_]
~ I
20 =
e — |
10 B Bl b
0
0 9 8 7 6 5 4 3 2 1 0
Stroke [mm]
140 T T T
Force curve at 8 bar  air consumption 14.5 dm¥stroke
1204~—— ——— Force curve at6 bar air consumption 10.8 dm¥/stroke
| o
50 | Nominal value 80 KN Nominal value 80 kN
\\
60 NN,
) q’”@
Mo, 280
40 £ 0c g5 ==
===kl ==
20 =
25 21 17 13 1

Stroke [mm]
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The new power cylinder may be used for many applications,
where high forces are required within a small space. Due to
the compressed air operation, a hydraulic unit is not necessary.
The cylinder provides complete air/oil separation and a modular
design. Control is ensured by standard pneumatic valves. The
cylinder is easy to maintain and guarantees a low-noise
operation. The force curve during the complete stroke is linear. Y \

The excellent price/performance ratio of these cylinders makes
them very attractive for use in fixture and special machine
engineering.

Please note the high restoring force.

The power cylinder can be mounted from »above« and
from »below« by means of the four through holes (@ 13.5).

Optional cylinder position query by means of
a cylinder switch (PNP, NO contact, M12 plug, 4 poles)
Order number: E999-0001-0000

Pin configuration and circuit, see drawing:

3®4 _/? <& L-

Order no. Nominal force Restoring force  Stroke = power  Max. stroke frequency Temperature  Air consumption at Weight
at 6 bar (kN) at 6 bar (kN) stroke in mm (strokes/min.) range 6 bar (dm?stroke) (kg)
PHZ-057-015 57 35 15 60 fé 22.2 18.5
PHZ-073-015 73 35 15 60 it 28.2 2
PHZ-110-015 110 3.5 15 60 %; 42 25
PHZ-147-015 147 35 15 60 E 56 28

160 KN

S R ———————— T T R ([

140

120

e e e e et e e e e e e e e e e e e o e R PHZAAT (12015

100

80

- = = = = = = = = = = = = = = = PHZ-073-015

60

S Ty X Ly A5 L

40

20

0 2 4 6 8 10 12 14 16 mm
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PHZ-057-015
21 .
Connection e
Feed N
<] [=]
135 S 135
21 &
(=]
0'\\% S
- 9
| | "
© D
@ o
($13,50) Pneumohydraulic cylinder
Connection ST kN
Return FE® o 0 - 3 Order no.: PHZ-057-015
y 5:032 of = Connection: G 1/8
- ©
5 * = & Working pressure: 6 bar
— w g
AF=36| P
125 125
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H
Hydraulic short-stroke cylinder, double-action Ips
B Werkzeugtechnik

These hydraulic short-stroke cylinders are only used to operate hydraulic
double-action punching, notch and cut-off units.

They may be interchanged between the individual hydraulic punching
units using a mounting flange. Suitable mounting flanges are available
on request.

Technical features:

Solid construction.

Optimum piston rod guide: hardened piston rod for protection

against corrosion and wear, as well as for improved gliding.

Honed cylinder tubes.

Slide surfaces for lip seal and piston rod are finely ground and

polished to extend the service life and improve the functionality of

the seals.

All seals have standard dimensions. ‘ X

Lateral oil ports, plus the prestroke port on the cylinder bottom

Model 725D80151-1 is equipped with G3/8 oil ports. | _ L
{h} Stroke S View ,X“

h2 No connection piece for
model 725D63171-1

~H
!
|
| 1
—Port for model 7250501511
¢ D ——<={ vith ateral ffset.
“—All other models are equipped
with centric ports.
18000
16000 l l
14000 4— Hydraulic short-stroke cylinder, %,\q\"\
double-action ,‘160%
12000 !
= —— prestroke A
S 10000 ATA
= Db
g 8000 ﬂ/}/f
5 so00 12505013
& Lo000 T ’12_593_515’1}:
y 2000 e —
Hydraulic short-stroke cylinder to operate punching units as 03 00 700 300 350
series punch installation. _
Working pressure [bar]
Piston force at 100 bar ~ Piston force,  Piston Max. Max. Piston surface 0il consumption/stroke ~ Port ~ Weight
Order No. Prestroke ~ Return ~ comparable 0 stroke working Prestroke Return Prestroke  Return G ~
stroke with old S pressure stroke stroke
[daN] [daN] Order No. [mm] [mm] [bar] [cm?] [cm?] [cm?] [cm?] 3x [kl
725D35151-2 962 647 7112 35 15 350 9.62 6.47 14.4 9.7 G1/4 1.9
725D50151-1 1963 1472 7100 50 15 350 19.63 14.72 29.5 22.1 G1/4 3
725D63171-1 3117 2267 7111 63 17 350 31.17 23.13 53 39.3 G1/4 45
725D80151-1 5026 3769 7113 80 15 350 50.26 37.69 75.4 56.6 G3/8 10
Order No. a a' 0d oD 0D+ h h1 h2 ~H | I M My SW t
725D35151-2 40 - 25 50 20 9 7 30 159 98 52 M48x1.5 M10 17 25
725D50151-1 47 95 25 65 25 6 7 30 145 85 54 M64x1.5 M12 20 30
725D63171-1 - - - 97 32 9 7 32 150 96 45 M80x2 M16 27 30
725D80151-1 65 - 28 105 40 9 7 29.5 183.5 102 725 M80x2 M16 36 31

6 //13 All rights to technical modifications reserved.



H
Hydraulic block cylinder, double-action Ips
B Werkzeugtechnik

These hydraulic double-action block cylinders are designed for use with
hydraulic tool units of series 161 and 666.

Their block design makes them suitable for a wide range of applications,
such as clamping, pressing, aligning and straightening.

Technical features:
Lateral hydraulic connections
Spring retraction
Slide ring seal with extended service life
No stick-slip effect
Hardened piston rod
High resistance to transversal forces through extended 1ty
piston rod guide. StokeS = SwWo
Piston rod with internal thread b

¥ Sealing plug not required
for hydraulic double-action
block cylinders

10000 I
- ' ) ,L,’\
8000 — :zﬁlr,zli:_lgvcfit;?]n-stroke cylinder, ,\17_('3 2 P
|
. — prestroke
E 5000 p \W
g 4000 ; mmy
& 2000 722025202
o ==
0 100 200 300 400 500
Working pressure [bar]
Piston force at 100 bar  Piston force, Piston Max. Max. Piston surface 0il consumption/stroke ~ Port ~ Weight
Order No. Prestroke ~ Return ~ comparable 0 stroke working Prestroke Return Prestroke  Return G ~
stroke with old S pressure stroke stroke
[daN] [daN] Order No. [mm] [mm] [bar] [cm?] [cm?] [cm?] [cm?] 3x [ka]
722D25202-1 480 284 7551-1 25 20 500 4.91 29 9.82 5.8 G1/4 1.4
722D32252-1 788 480 7552-1 32 25 500 8.04 49 201 12.25 G1/4 2.0
722D40252-1 1232 751 7553-1 40 25 500 12.56 7.66 31.4 19.15 G1/4 2.8
722D50252-1 1925 1136 7554-1 50 25 500 19.64 11.59 49.1 29 G1/4 5.7
Order No. a b c @ @dy @dy @d3 e f g h L 1y I3 Iz Mxdepth SW t

722D25202-1 65 45 225 16 85 15 135 50 50 30 7 84 46 32 1 M10x15 1809 |55
722D32252-1 75 55 275 20 105 19 18 55 5 35 10 97 50 34 11 M12x18 17 N
722D40252-1 85 63 315 265 105 24 18 63 63 40 10 98 49 33 1 M16x25 21 1
722D50252-1 100 75 375 32 13 31 20 76 76 45 10 110 54 38 13 M20x30 27 13

6 //14 All rights to technical modifications reserved.



Standard hydraulic unit

B Werkzeugtechnik

The compact units are perfectly suitable for continuous use and ensure low-noise operation. They create maximum
working pressures between 275 bar and 350 bar. One working cycle is included in the scope of supply. Extensions
are possible. Please check which options are appropriate for your particular application.

Special units with higher power, modified working pressures, multiple working cycles and special control circuits

are designed according to customer’s request. We are pleased to advise you on our solutions.

Technical data

Item number
Power

Weight

Power supply
Output capacity
Working pressure

Pump type
Tank

Cooling
Filter

Filter monitoring
Level monitoring
Temperature monitoring

Acoustic press. level of hydr. pump

Theoretical cycle times for

1 cylinder @ 50 mm / stroke 10 mm

Valve

Electric control units

12972-0015

1,5kW

30 kg

240V, 50Hz

4,5 |/min.

275 bar

external geared wheel pump
8 litres

special tank

without

20 pm

filling and ventilation filter
optic

optic

optic

75 dB(A)

0,9 sec

(move out and in)
4/3-way valve, electric

12972-004

4 kW

110 kg

400V, 50 Hz

7,4 1/min.

350 bar

internal geared wheel pump
63 litres

DIN steel tank

oil/air heat exchanger
return filter 10 pm

filling and ventilation filter
optic

optic

optic

65 dB (A)

0,6 sec

(move out and in)
4/3-way valve, electric

12972-005

5,5 kW

130 kg

400V, 50 Hz

9,1 I/min.

350 bar

internal geared wheel pump
63 litres

DIN steel tank

oil/air heat exchanger
return filter 10 pm

filling and ventilation filter
optic

optic

optic

65 dB (A)

0,5 sec

(move out and in)
4/3-way valve, electric

The design of the control unit and the safety components can be discussed and checked in the individual case.
Some control types are shown on the rear.

Options:

12972-007

7,5 kW

160 kg

400V, 50 Hz

14,5 I/min.

350 bar

internal geared wheel pump
100 litres

DIN steel tank

oil/air heat exchanger
return filter 10 pm

filling and ventilation filter
optic

optic

optic

65 dB (A)

0,3 sec

(move out and in)
4/3-way valve, electric

oil collection container according to Water Resources Act, § 19.1

electric filter monitoring

electric level and temperature monitoring (not available for item no. 12972-0015)

pressure filter
water cooling

mechanical or digital pressure switches in the pressure line for monitoring
mechanical or digital pressure switches in the consumer devices for control
proportional and servo valves (not available for item no. 12972-0015)

one-way check valve leading to the different consumer devices

hydraulic pilot-controlled check valves leading to the different consumer devices

All rights to technical modifications reserved.



Standard hydraulic unit

Hydraulic unit: 12972-004, 12972-005 and 12972-007
Dimension X depends on the control type

L2

H2

—

=]

B1

T
i}

[
(w1

Dimension table

B Werkzeugtechnik

Hydraulic unit: 12972-0015
Dimension X depends on the control type

Item number 12972-0015  12972-004  12972-005  12972-007
length L1 427 508 508 633
length L2 521 690 690 815
width B1 203 375 375 474
width B2 336 406 406 503
height H1 256 660 660 660
height H2 537 1065 1065 1153
The following control types are possible:
electro-hydraulic pump unit with
press safety valve
/switch cabinet with PLC
> 6 mm
electro-hydraulic
optional pump unit
hydraulic punching unit, M?_mﬂd control panel
double-action orlight barrier
E [=]
g
<6 mm
We are pleased to provide you with
quotations for control units and complete
hydraulic punching unit, oot switch units in accordance with the EC Machinery
_acti oot switch -
double-action Directive 2006/42/EC. Please contact
; us by telephone +49 7635/3155-800

=

All rights to technical modifications reserved.
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Inhaltsverzeichnis ips

B Werkzeugtechnik

ips Pressen, die Anwendungen

mit ips Pressen kdnnen eine Vielzahl von

Arbeitsgangen schnell, prazise und

leicht erledigt werden, wie zum Beispiel:
Pressen-Arbeitsplatze

Sonderausfihrungen

Handhebelpressen Montieren

_{@“C

Extras fur Handhebelpressen
Kniehebelpressen mit RundstdBel
Kniehebelpressen mit VierkantstoBel .
Einpressen
Zahnstangenpressen mit RundstoBel
Zahnstangenpressen mit VierkantstoBel
Druckluftpressen

Biegen
Kniehebel-Druckluftpressen

HandunterstUtzte Kniehebel-
Druckluftpressen

Nieten
Direktwirkende Pressenzylinder

MicroPress mit VierkantstoBel

Hydro-Pneumatische Pressen

Schiebetische Abkanten
Standard Steuerungen
Prozesstiberwachung TPC

Press & Tool Concept Stanzen

©
S
Direktwirkende Druckluftpressen LEl'
S[EI
===
=

Pressen / Werkzeuge Ubersicht

KP 2.1 Hand-Kniehebelpressen

KP 3.1 Druckluftpressen H Crimpen
®

Werkzeugsysteme %



Arbeitsplatze ips DQ

B Werkzeugtechnik

Neben den Pressen bietet ips auch die
Konstruktion und den Bau von kompletten
Arbeitsplatzen an. ips Pressen werden

somit den heutigen Forderungen nach einem
flexiblem Arbeitsmittel gerecht, das schnell
der immer groBer werdenden Modellvielfalt
in kleineren LosgréBen und kirzeren Produk-
tionszyklen angepasst werden kann.

Flexible manuelle Arbeitsplatze, die nach
Kundenwunsch gestaltet werden, bedeuten
dabei eine Uberschaubare Investition.

Unsere Bilder aus der Praxis zeigen einige
der vielen Losungsmaoglichkeiten.

7/ 2 Technische Anderungen vorbehalten



Farben  Sonderausfihrungen ips DO

B Werkzeugtechnik

Farben

m Standard Farbe RAL 5021 oder auf Wunsch
ohne Mehrkosten RAL 7035

= Sonderfarben aus dem RAL Segment
gegen Mehrpreis

RAL 5021 RAL 7035

Sondermodelle

Trotz der Vielzahl an Standard Pressen gibt es

Anwendungsfalle, bei denen die Modifikation

von bestehenden Modellen nétig ist, um den

Fertigungsprozess zu optimieren oder Gberhaupt

maoglich zu machen. ips pressen konstruiert

und fertigt diese Sondermodelle in Absprache

mit lhnen.

m Reinraum Modelle in verschiedenen
Ausfihrungen nach Kunden Vorgaben

m Erweiterte Arbeitshohe oder Ausladung

= Anwenderspezifische Sonderfunktionen

Beispiel: Reinraum Ausfiihrung
Gussteile chemisch
vernickelt, ansonsten
rostfreier Stahl

Eine kleine Auswahl von modifizierten Pressen

7/ 3 Technische Anderungen vorbehalten



ips Handhebelpressen ips DO

Druckkraftbereich: von 1,5 kN bis 30 kN

Handhebelpressen bieten hohe Wirtschaftlichkeit fiir Produk-
tionsprozesse und SeriengroBen, die keine Automation
erfordern. Dort kdnnen sie schnell und flexibel eingesetzt
werden.

ips stellt zwei Arten Handhebelpressen mit verschiedenen
Kraftverlaufen her: Kniehebelpressen und Zahnstangenpressen.
Alle ips Handhebelpressen sind sowohl mit Rundst6Bel als
auch mit VierkantstoBel lieferbar.

Qualitdtsmerkmale

B Werkzeugtechnik

Werkseits eingestellter Druckpunkt

Einfache und schnelle Hohenverstellung des Pressenkopfs
Uber eine Gewindespindel

Gehaérteter und geschliffener StoBel

Lange, gehonte und deshalb hochprézise RundstdBelfiihrung
Hochgenaue VierkantstoBelftihrung durch einstellbare
Fuhrungsleisten

Geschliffener Pressentisch

ips Handhebelpressen sind praktisch wartungsfrei Beispiel: hahenverstellbarer Pressenkopf

Beispiel: Zahnstangenpresse Beispiel: Kniehebelpresse

7/ 4 Technische Anderungen vorbehalten



Extras fir Handhebelpressen

|

Piktogramme zeigen lhnen im Katalog, welche Extras
oder Zubehor an welchen Pressen mdéglich sind.

Druckpunkt-Feineinstellung (DP)

Da Kniehebelpressen ihre maximale Kraft erst im UT
erreichen, ist die Hoheneinstellung des Pressenkopfs

Uber die Gewindespindel oft zu ungenau. Mit der
Druckpunkt-Feineinstellung kann der Druckpunkt der
Presse prazise direkt am StoBel eingestellt werden. Die
Skala am Justierring erlaubt eine ablesbare Feineinstellung
von 0,02 mm. Der Verstellbereich betragt £1,5 mm.

Die Druckpunkt-Feineinstellung wird eingesetzt, wenn
es auf hochste Prazision der Einpresstiefe ankommt.
Ideal fur den Prototypenbau und die Serienfertigung,
wenn genaues und leichtes Einstellen innerhalb des
Toleranzbereichs gefordert ist.

Mikrometeranschlag (MICRO)

Bei Zahnstangenpressen kommt fir hochprazise Mon-
tagearbeiten, oder wenn das Werkstlick genau positioniert
werden muss, der Mikrometeranschlag zum Einsatz. Mit
ihm kann die Hublange der Presse auf 0,01 mm genau
eingestellt werden.

Hubsicherung (HS)

Die Hubsicherung fur Kniehebel- und Zahnstangenpressen
ist ein effektiver Beitrag zur Qualitatssicherung wahrend
der Produktion. Mit der Hubsicherung sind Teilhtibe — und
damit unvollstandige Arbeitsgange — ausgeschlossen.
Verformungs-, Fige- oder Verbindungsvorgange werden
immer und sicher komplett ausgeflhrt: Beim Abwartshub
ist der Ruckhub der Presse blockiert. Erst wenn der Hub
komplett durchgefiihrt wurde, wird die Verriegelung
gel6st, und der Hebel kann zurtickgestellt werden.

Der Lésemechanismus Quick-Release erméglicht, dass

die Sperrung in jeder Position geldst und verkantete Teile
entnommen werden kdnnen. Beim Ruckstellen des Hebels
wird Quick-Release automatisch wieder deaktiviert.

Tischbohrung (TB)

In der zentrischen Tischbohrung kénnen Werkzeugunter-
teile aufgenommen werden. Die Fixierung erfolgt mittels
einer Querschraube bei allen Modellen bis 80mm Aus-
ladung. Die Tischbohrung erméglicht einen schnellen
Werkzeugwechsel und reduziert die Einrichtzeit. Die
Fluchtungsgenauigkeit der StéBelbohrung zur Tisch-
bohrung betragt <0,05 mm.

Hubzahler (2)

Mit dem flnfstelligen Hubzahler lasst sich die produzierte
Stuckzahl schnell Gberblicken. Die Stlickzahl kann zurlck-
gesetzt werden.

7//5

iDS O

B Werkzeugtechnik

TB. .

Standard T-Nut Tischbohrung

Zahler

.nnu

Technische Anderungen vorbehalten
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Kniehebelpressen mit Rundstéfiel Ips
B Werkzeugtechnik

Hand-Kniehebelpressen mit Rundstéfiel EP-Serie

EP Typ Kniehebelpressen in den GréBen 5 kN, 7,5 kN und 12 kN
sind dimensioniert, um an Handarbeitsplatzen Serien- oder Einzel-
anfertigungen herzustellen.

Da die nominale Endkraft am Hubende entsteht, kann groBe Kraft
punktgenau dort eingesetzt werden, wo sie gebraucht wird.

Die aufzubringende Handkraft von 120 N ist anwenderfreundlich.
Da viele Anwendungen mit weniger Kraft auskommen,

ist ermUdungsfreies Arbeiten auch bei Serienfertigung mdglich.

4=

ERGOPRESS®-Handhebel

m Ergonomischer Bedienerkomfort.

m 360° stufenlos verstellbar

| m Seitlich abgewinkelter Hebel: freier Blick auf Arbeitsbereich
und ergonomisch angenehme Position.

m Einfaches und schnelles Umristen fir Linkshander (auBer
bei HS und Z Option), ohne dass die Werkzeugeinstellung
verloren geht. Ideal bei Jobsharing an einer Presse.

EP Typ Pressen sind moderne Produktionswerkzeuge mit hoher
Prézision. Das bedienerfreundliche Design erhéht die Produktivitat
und verhindert arbeitsplatzbedingte Zwangs- und Fehlhaltungen
der Bediener.

.

TPC

Handhebel umsteckbar
fur Links- oder Rechtshander

TTTTTT

Handkraft 120 N
12 kN

10 kN

8 kN

——EP 500-40
EP 750-40

6 kN —EP 1200-60

/
41N ] |

2 kN

0 kN

9,0mm 80mm 70mm 55mm 45mm 4,0mm 3,0mm 20mm 1,5mm 0,5mm vor Hubende

Standard

\

/ / —= | =7
G N EP500DP  / N Ep750DP  / \ EP 1200 DP /
\ E / \ E / v E ’
N ’ N ’ N ’
N N .

7/ 6-----~ "~~~ - - Téchnische Anderungen-verbehalten

CAD Daten koénnen entweder unter www.ips-werkzeugtechnik.de heruntergeladen oder direkt bei uns bestellt werden.
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EP Serie: L-EP Serie mit extra grof3er Arbeitshohe ips DQ

.’I‘ B Werkzeugtechnik

mit Extras
DP - Druckpunktfeineinstellung
HS - Hubsicherung

Typ EP 500-40 EP 750-40 L-EP 750-40 EP 1200-60 L-EP 1200-60
Druckkraft kN 5,0 7,5 7.5 12,0 12,0
Arbeitshub mm 40 40 40 60 60
Ausladung A mm 63 80 80 80 80
Arbeitshohe B mm 40-213 58 - 265 55-375 62 - 240 75-338
Arbeitshohe mit DP B mm 20-197 38 - 250 39 - 359 48 - 231 53-328
TischgroBe CxD mm 110 x 65 157 x 115 157 x 115 157 x 115 157 x 115
Nutbreite dhnlich DIN 650 mm 10 12 12 12 12
StoBelbohrung @ x Tiefe E mm 107 x 25 107 x 25 10" x 25 10" x 30 10"7 x 30
StéBelbohrung @ x Tiefe mit DP E mm 1017 x 25 107 x 25 10" x 25 10" x 25 10" x 25
StoBel & F mm 20 24 24 30 30
Platzbedarf CxG mm 110 x 164 157 x 237 157 x 280 157 x 237 157 x 280
Standerhohe K mm 355 450 570 450 570
Gewicht kg ca. 10 ca. 20 ca. 28 ca. 24 ca. 32
Extras (siehe Seite 7) Bei Bestellung bitte angeben.

Druckpunktfeineinstellung DP DP DP DP DP
Hubsicherung HS HS HS HS HS
Zahler z z z YA YA
Tischbohrung 127 B B B B B

7/ 7 Technische Anderungen vorbehalten
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Kniehebelpressen mit Rundstéfiel Ips
B Werkzeugtechnik

APK T-Serie

Die extra starken Hand-Kniehebelpressen der Serien APK T 3 und APK T
4 eignen sich speziell fir den oft wechselnden Einsatz im Modellbau
und in der Werkstatt. lhre hohen Druckkrafte von bis zu 30 kN erlauben
einen flexiblen Einsatz fur die verschiedensten Anwendungsfalle.

4=

Die Vorteile:

m Verschiedene Hubldngen stehen zur Auswahl
Extra stabile Konstruktion des Pressenstanders
m Die Arbeitshdhe Iasst sich Uber die serienmaBige
Hohenverstellung des Pressenkopfs mittels
einer Gewindespindel schnell verstellen
m Die Nennkraft der Presse ist mit durchschnittlichem
| Kraftaufwand zu erreichen

XL-APKT Serie mit 250 mm Ausladung

Uberall, wo sperrige Teile verarbeitet werden, wird eine gréBere
Ausladung verlangt: z.B. fir die Bearbeitung von Leiterplatten, Blechen
und dhnlichen Teilen. Hier werden ips XL-Pressen mit 250 mm
Ausladung eingesetzt. Die Basis ist eine stabile SchweiBkonstruktion,
an die verschiedene Standard-Pressenkdpfe angebaut werden.

[T T T T

TPC 35kN
Handkraft 120 N:

30KN — = APK T 3-40
= APK T 3-60
25kN{— ® APK T 4-30

.

Handkraft 225 N:

20kN 1~ @ APK T 3-S-40 —APK T 3-40
= APK T 3-5-60 APKT 3-60
APKT 3.5-40
15kN ——APK T 3-5-60
2 —APK T 4-30
10kN - /
=
/// // //
5 kN - :// — T |+
Tt T
OkN

10,0 mm 9,0 mm 8,0 mm 7,0 mm 5,5 mm 4,5mm 4,0 mm 3,0 mm 2,0 mm 1,5mm 0,5 mm 0,0 mm vor Hubende

Standard XL-Modelle

G

Technische Anderungen vorbehalten

CAD Daten konnen entweder unter www.ips-werkzeugtechnik.de heruntergeladen oder direkt bei uns bestellt werden.



APK T Serie: XL-APK T Serie mit 250 mm Ausladung

O

B Werkzeugtechnik

Typ APKT3-40 | APKT3-60 | APKT3-S-40 | APKT3-S-60 | APKT4-30 |XL-APKT3-40|XL-APK T3-60
Druckkraft kN 15,0 15,0 25,0 25,0 30,0 15,0 15,0
Arbeitshub mm 40 60 40 60 30 40 60
Ausladung A mm 100 100 100 100 100 250 250
Ausladung C-Gestell H mm - - - - - 100 100
Arbeitshohe B mm 49 - 168 51-172 60 - 290 65 -295 55-285 88 - 166 90 - 168
Arbeitshohe mit DP B mm 35-154 30 - 151 46 - 274 44 - 274 34 -264 72 -150 69 - 147
Arbeitshohe C-Gestell BB | mm - - - - - 100 100
TischgroBe CxD [ mm 175 x 140 175 x 140 185 x 145 185 x 145 185 x 145 200 x 200 200 x 200
Nutbreite dhnlich DIN 650 mm 12 12 12 12 12 12 12
StoBelbohrung @ x Tiefe E mm 10" x 30 10" x 30 10" x 30 10" x 30 107 x 30 10" x 30 10" x 30
StéBelbohrung @ x Tiefe mit DP 10" x 25 10" x 25 10" x 25 10" x 25 107 x 25 10" x 25 10" x 25
StoBel @ F mm 30 30 30 30 30 30 30
Platzbedarf CxG | mm 175 x 300 175 x 300 185 x 320 185 x 320 185 x 320 200 x 465 200 x 465
Standerhohe K mm 425 425 520 520 520 465 465
Gewicht kg ca. 39 ca. 43 ca. 58 ca. 63 ca. 63 ca. 54 ca. 58
Extras (siehe Seite 7) Bei Bestellung bitte angeben.
Druckpunktfeineinstellung DP DP DP DP DP DP DP
Hubsicherung HS HS HS HS HS HS HS
Zahler z z z z z z z
Tischbohrung 12" B B B B B B B

7/9
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Kniehebelpressen mit Vierkantstéf3el

|

.

TPC

Der VierkantstdBel hat entscheidende Vorteile gegentber
dem RundstoBel:

Absolute Verdrehsicherheit

Geharteter und prazise geschliffener StoBel
Spielfreie Fiihrung des PressenstoBels

Nachstellbare Fihrungsleisten des VierkantstdBels
GroBe Auflageflache fur das Werkzeug

Deshalb sind Fihrungen im Werkzeug meist unnétig
Praktisch wartungsfreier Betrieb

ips Hand-Kniehebelpressen mit VierkantstdBel sind
ideale Werkzeuge fur die Fertigung praziser Kleinteile mit
engen Toleranzen in kleineren und mittleren Serien, bei
denen eine Automation zu kostenintensiv ist.

ERGOPRESS®-Handhebel

m Ergonomischer Bedienerkomfort.

m 360° stufenlos verstellbar

m Seitlich abgewinkelter Hebel: freier Blick auf Arbeitsbereich
und ergonomisch angenehme Position.

m Einfaches und schnelles Umrdsten fur Linkshander (auBBer
bei HS und Z Option), ohne dass die Werkzeugeinstellung
verloren geht. Ideal bei Jobsharing an einer Presse.

13 kN
——
12 kN +—1
|| Handkraft 120 N: 7/
kN
10 kN /
/
9 kN
/

8kN

7kN

6kN

5kN

4kN —]

—
—
3kN ]
— | |
— —

2kN —

TkN

0kN

90mm 80mm 70mm 55mm 45mm 40mm 30mm 20mm 1,5mm 0,5mm vor Hubende

Standard

CAD Daten koénnen entweder unter www.ips-werkzeugtechnik.de heruntergeladen oder direkt bei uns bestellt werden.

—VK 500-40

—VK 1200-60

B Werkzeugtechnik

Handhebel umsteckbar
fur Links- oder Rechtshander

Technische Anderungen vorbehalten



H
VK Serie: L-VK Serie mit extra groB3er Arbeitshéhe : Ips DO
B Werkzeugtechnik

mit Extra
HS - Hubsicherung

Typ VK 500-40 VK 750-40 L-VK 750-40 VK 1200-60 L-VK 1200-60
Druckkraft kN 5,0 7.5 7.5 12,0 12,0
Arbeitshub mm 40 40 40 60 60
Ausladung A mm 63 80 80 80 80
Arbeitshohe B mm 40-213 53-265 55-375 45 - 245 52 - 352
Arbeitshohe mit DP B mm 25-197 38 -250 39 - 359 31-231 38-338
TischgroBe CxD mm 110 x 65 157 x 115 157 x 115 157 x 115 157 x 115
Nutbreite ahnlich DIN 650 mm 10 12 12 12 12
StoBelbohrung @ x Tiefe E mm 1017 x 25 10M7 x 25 10M7 x 25 10"7 x 30 10"7 x 30
StéBelbohrung & x Tiefe mit DP E mm 107 x 25 10" x 25 10" x 25 10" x 25 10"7 x 25
StoBelflache F mm 21 x21 25x 25 25x 25 31 x 31 31 x 31
Platzbedarf CxG mm 110 x 164 155 x 237 155 x 280 155 x 237 155 x 280
Standerhohe mm 355 450 570 450 570
Gewicht kg ca. 10 ca. 20 ca. 28 ca. 24 ca. 32
Extras (siehe Seite 7) Bei Bestellung bitte angeben.

Druckpunktfeineinstellung DP DP DP DP DP
Hubsicherung HS HS HS HS HS
Zéhler z z VA z z
Tischbohrung 12+ B B B B B
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Kniehebelpressen mit Vierkantstofel Ips
B Werkzeugtechnik

VK-Serie

Die extra starken Hand-Kniehebelpressen der VK-Serie eignen
sich speziell fir den oft wechselnden Einsatz im Modellbau und in
der Werkstatt. Ihre hohen Druckkrafte von bis zu 30 kN erlauben
einen flexiblen Einsatz fur die verschiedensten Anwendungsfalle.

)
5

Die Vorteile:

Verschiedene Hubléngen stehen zur Auswahl
Extra stabile Konstruktion des Pressenstanders
Die Arbeitshohe lasst sich Uber die serienmaBige Hohen-
verstellung des Pressenkopfs mittels einer Gewindespindel
schnell verstellen
= Die Nennkraft der Presse ist mit durchschnittlichem Kraft-
12344 aufwand zu erreichen

-

N

XL-VK Serie mit 250 mm Ausladung

Uberall, wo sperrige Teile verarbeitet werden, wird eine
groBere Ausladung verlangt: z.B. fir die Bearbeitung von
Leiterplatten, Blechen und ahnlichen Teilen. Hier werden
ips XL-Pressen mit 250 mm Ausladung eingesetzt.

.

Die Basis ist eine stabile SchweiBkonstruktion, an die ver-
schiedene Standard-Pressenkdpfe angebaut werden.

TPC

35kN

Handkraft 120 N:
30kN +—— m VK 1500-40

= VK 1500-60
25kN | ® VK 3000-30

Handkraft 225 N:

20 kN = \/K 2500-40 ——VK 1500-40
.

15kN 4
VK 2500-60
/ VK 3000-30

10 kN /7—
/
|
0kN
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VK Serie: XL-VK Serie mit 250 mm Ausladung

O

B Werkzeugtechnik

Typ VK 1500-40 | VK 1500-60 | VK 2500-40 | VK 2500-60 | VK 3000-30 | XL-VK 1500-40 | XL-VK 1500-60
Druckkraft kN 15,0 15,0 25,0 25,0 30,0 15,0 15,0
Arbeitshub mm 40 60 40 60 30 40 60
Ausladung A | mm 100 100 100 100 100 250 250
Ausladung C-Gestell H | mm - - - - - 100 100
Arbeitshohe B [mm 49 - 168 49 - 168 60 - 290 65 - 295 65 - 295 80 - 166 88 - 166
Arbeitshohe mit DP B [mm 35-154 35-154 46 - 274 44 - 274 44 - 274 72 - 150 72 - 150
Arbeitshohe C-Gestell BB | mm - - - - - 100 100
TischgroBe CxD[mm| 175x 140 175 x 140 185 x 145 185 x 145 185 x 145 200 x 200 200 x 200
Nutbreite dhnlich DIN 650 mm 12 12 12 12 12 12 12
StoBelbohrung @ x Tiefe E [mm 107 x 30 10" x 30 10" x 30 10" x 30 10" x 30 10" x 30 10" x 30
StoBelbohrung & x Tiefe mit DP| E [ mm | 10" x 25 10"7 x 25 10"7 x 25 10" x 25 10"7 x 25 10"7 x 25 10"7 x 25
StoBelflache F | mm 31x 31 31 x 31 31 x31 31x 31 31 x 31 31x31 31 x 31
Platzbedarf CxG|mm | 175x 300 175 x 300 185 x 320 185 x 320 185 x 320 200 x 465 200 x 465
Standerhohe K | mm 425 425 520 520 520 465 465
Gewicht kg ca. 39 ca. 43 ca. 58 ca. 63 ca. 63 ca. 55 ca. 59
Extras (siehe Seite 7) Bei Bestellung bitte angeben.
Druckpunktfeineinstellung DP DP DP DP DP DP DP
Hubsicherung HS HS HS HS HS HS HS
Zahler z z z z z z z
Tischbohrung 12" B B B B B B B
7//13 Technische Anderungen vorbehalten




Zahnstangenpressen mit RundstoBel )

iDS O

@ APZ-Serie, L-APZ Serie
mit extra groB3er Arbeitshéhe

M|]CRO ips Zahnstangenpressen vermitteln ihre Druckkraft

konstant tber die gesamte Hubldnge. Die direkte Kraft-

Ubertragung Uber den Handhebel erlaubt feinfihliges

Handhebel mit ergonomischem
Bedienerkomfort

Arbeiten.
Zahnstangenpressen werden deshalb dort eingesetzt,
wo ein konstanter Kraftverlauf Gber einen langeren Hub
HS bendtigt wird.
Z

| m 360° drehbar: Anpassung auf jede KoérpergréBe und

Anwendung.
m  Seitlich abgewinkelter Hebel: freier Blick auf

Arbeitsbereich und ergonomisch angenehme Position.
m  R/L Version: Einfaches und schnelles Umrusten fur

Linkshander ohne dass die Werkzeugeinstellung
verloren geht. Ideal bei Jobsharing an einer Presse.

3,0kN

B Werkzeugtechnik

Handhebel umsteckbar
fur Links- oder Rechtshander

2,5kN

2,0 kN

1,5 kN

—APZT 1

1,0 kN

——APZT?2

0,5kN

0,0 kN
50,0 N 100,0N 150,0 N 200,0N

/’//—E—\\‘
0\ P
=N
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250,0 N Handkraft
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APZ Serie: L-APZ Serie mit extra grofler Arbeitshéhe

O

B Werkzeugtechnik

Typ APZT1-40 APZT1-90 APZT2-50 APZT2-100 L-APZ T2-50 L-APZT2-100
Druckkraft kN 1,5 1,5 2,5 2,5 2,5 2,5
Arbeitshub mm 40 90 50 100 50 100
Ausladung A mm 63 63 80 80 80 80
Arbeitshohe B mm 40 - 235 40 - 235 42 - 290 42 - 290 55-390 55-390
TischgroBe CxD mm 110 x 65 110 x 65 157 x 115 157 x 115 157 x 115 157 x 115
Nutbreite ahnlich DIN 650 mm 10 10 12 12 12 12
StoBelbohrung @ x Tiefe E mm 10" x 25 10" x 25 10" x 25 10" x 25 10" x 25 107 x 25
StoBel @ F mm 25 25 25 25 25 25
Platzbedarf CxG mm 110x 164 110 x 164 157 x 237 157 x 237 155 x 280 155 x 280
Standerhohe K mm 355 355 450 450 570 570
Gewicht kg ca. 8,5 ca. 8,5 ca. 21 ca. 21 ca. 29 ca. 29
Extras (siehe Seite 7) Bei Bestellung bitte angeben.
Hubsicherung HS HS HS HS HS HS
Mikrometer MICRO MICRO MICRO MICRO MICRO MICRO
Zahler z z z z z A
Tischbohrung 12" B B B B B B
Links-/Rechtshander Version* R/L R/L R/L R/L R/L R/L
* Nur mit den Extras MICRO und Z kombinierbar
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]
Zahnstangenpressen mit Vierkantstéflel Ips
B Werkzeugtechnik

@ VZ-Serie, L-VZ Serie
mit extra grof3er Arbeitsh6he

MI]CRO Der VierkantstdBel hat entscheidende Vorteile gegentber

dem RundstoBel:

m Absolute Verdrehsicherheit
Spielfreie Fiihrung des PressensttBels
Nachstellbare Fihrungsleisten des VierkantstdBels
GroBe Auflageflache fur das Werkzeug
Deshalb sind Fihrungen im Werkzeug meist unnétig
m Praktisch wartungsfreier Betrieb
ips Zahnstangenpressen mit VierkantstoBel sind ideale
Werkzeuge fir die Fertigung praziser Kleinteile mit engen
Toleranzen in kleineren und mittleren Serien, bei denen eine
| Automation zu kostenintensiv ist.

Handhebel mit ergonomischem
Bedienerkomfort

m  360° drehbar: Anpassung auf jede KérpergréBe und
Anwendung.

m  Seitlich abgewinkelter Hebel: freier Blick auf
Arbeitsbereich und ergonomisch angenehme Position.
m  R/L Version: Einfaches und schnelles UmrUsten fiir
TPC Linkshander ohne dass die Werkzeugeinstellung
verloren geht. Ideal bei Jobsharing an einer Presse.

Handhebel umsteckbar
fir Links- oder Rechtshander

3,0 kN

2,5kN

2,0 kN

1,5kN —VZ 150
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0,0 kN
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VZ Serie: L-VZ Serie mit extra grof3er Arbeitshéhe

N

O

B Werkzeugtechnik

V U-9U
mit Extra mit Extra
Micro Micro

Typ VZ 150-40 VZ 150-90 VZ 250-50 VZ 250-100 L-VZ 250-50 L-VZ 250-100
Druckkraft kN 1,5 1,5 2,5 2,5 2,5 2,5
Arbeitshub mm 40 90 50 100 50 100
Ausladung A mm 63 63 80 80 80 80
Arbeitshohe B mm 35-235 35-235 42 -290 42 -290 55 -390 55 -390
TischgroBe CxD mm 110 x 65 110 x 65 157 x 115 157 x 115 157 x 115 157 x 115
Nutbreite dhnlich DIN 650 mm 10 10 12 12 12 12
StoBelbohrung @ x Tiefe E mm 10" x 25 10" x 25 10" x 25 10" x 25 10" x 25 10" x 25
StoBelflache F mm 20 x 20 20x 20 20 x 20 20 x 20 20 x 20 20 x 20
Platzbedarf CxG mm 110 x 164 110 x 164 157 x 237 157 x 237 155 x 280 155 x 280
Standerhohe K mm 355 355 450 450 570 570
Gewicht ca. 8,5 ca. 8,5 ca. 21 ca. 21 ca. 29 ca. 29
Extras (siehe Seite 7) Bei Bestellung bitte angeben.
Hubsicherung HS HS HS HS HS HS
Mikrometer MICRO MICRO MICRO MICRO MICRO MICRO
Zahler z z z z z z
Tischbohrung 12" B B B B B B
Links-/Rechtshander Version* R/L R/L R/L R/L R/L R/L
* Nur mit den Extras MICRO und Z kombinierbar
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Kniehebel-Druckluftpressen ips

O

%)P

£

£ &

MPS1PST
[ M

ST

B Werkzeugtechnik

Kniehebel-Druckluftpressen APK*L
und VKL Serie

Die optimalen Ubersetzungsverhaltnisse des Kniehebels
erzeugen groBe Krafte am Hubende und sichern einen
geringen Luftverbrauch. Der somit geringe Energiever-
brauch macht ips Kniehebel-Druckluftpressen nicht

nur in der Anschaffung, sondern auch langfristig zu einem
kostenglinstigen Produktionsmittel.

Alle Kniehebel-Druckluftpressen sind mit den ips
Standardsteuerungen des MPS-1 Typs oder mit Steuerungen
nach Kundenspezifikation lieferbar. VierkantstoBel

Weitere Qualitatsmerkmale:

m Werkseitig voreingestellter Druckpunkt

m Winkelgetriebe zur einfachen Héhenverstellung des
Pressenkopfs

m Sejtlich angebrachtes MaBband zum schnellen Repro-
duzieren von Einstellungen bei Werkzeugwechsel

m Praktisch wartungsfreie doppeltwirkende Zylinder

m Gerduscharm: unter 75 dB

80 kN
70 kN
60 kN
—APK2L
50kN VKL 500
—APK3L
VKL 1000
40 kN —APK4L
VKL 2400
——APK5L
30 kN VKL 3200
APK 6 L
VKL 6000
/
20 kN — 1
|_— —
’_/—‘——‘ —__// /
10 kN ===
T B —— I ———
| I
|
0 kN
50mm 45mm 40mm 35mm 30mm 25mm 20mm 15mm 10mm 05mm 0,0mm vorHubende

APK 2L
VKL 0500-35-80

Standard

VKL 1000

VKL 2400 7
VKL 3200 /
E ’
e

/—j
f
I M8 | APK 3L \
1 =4 APK 4L |
1 gI =5 APK 5L i
N
N

=17
\ ApkaLop
e \ E_|VKL 0500 DB
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APK Serie Rundstof3el — VKL Serie Vierkantstof3el

R

O

B Werkzeugtechnik

mit RundstoBel

Typ APK2 L APK3 L APK 4 L APK'5 L APK 6 L
Druckkraft kN 5 10 24 32 60
Arbeitshub mm 35 40 40 40 40
Ausladung A | mm 80 100 130 130 150
Arbeitshohe B mm 80 - 265 110 - 280 175 - 330 175-330 87 -310
Arbeitshohe mit DP B | mm 65 - 250 - - - -
TischgroBe CxD | mm 157 - 115 185 - 145 200 x 190 200 x 190 300 x 210
Nutbreite dhnlich DIN 650 mm 12 12 14 14 14
StoBelbohrung @ x Tiefe E mm 107 x 25 1247 x 30 1247 x 30 127 x 30 207 x 34
StoBel & F | mm 24 30 30 30 40
Luftanschluss G 1/4" G 1/4" G 3/8" G 3/8" G 3/8"
Luftverbrauch/cm Zyl. Hub | 0,26 0,41 1,05 1,05 1,65
Platzbedarf CxG | mm 157 x 237 185 x 320 200 x 385 200 x 385 300 x 455
Standerhohe K | mm 450 520 580 580 630
Gewicht kg ca. 22 ca. 55 ca. 95 ca. 96 ca. 140
Extras (siehe Seite 5) Bei Bestellung bitte angeben.
Druckpunktfeineinstellung | DP DP - - | -

mit VierkantstoBel
Typ VKL 0500-35-80 | VKL 1000-40-100 | VKL 2400-40-130 | VKL 3200-40-130 | VKL 6000-40-150
Druckkraft kN 5 10 24 32 60
Arbeitshub mm 35 40 40 40 40
Ausladung A | mm 80 100 130 130 150
Arbeitshohe B mm 80 - 265 110 - 280 175 - 330 175 -330 90 - 320
Arbeitshohe mit DP B | mm 65 - 250 - - - -
TischgroBe CxD | mm 157 x 115 185 x 145 200 x 190 200 x 190 300 x 210
Nutbreite ahnlich DIN 650 mm 12 12 14 14 14
StoBelbohrung @ x Tiefe E [ mm 1017 x 25 1217 x 30 1217 x 30 12" x 30 20" x 34
StoBelflache F | mm 25x 25 31x 31 31x 31 31x31 41 x 41
Luftanschluss G 1/4" G 1/4" G 3/8" G 3/8" G 3/8"
Luftverbrauch/cm Zyl. Hub | 0,26 0,41 1,05 1,05 1,65
Platzbedarf CxG | mm 157 x 237 185 x 320 200 x 385 200 x 385 300 x 455
Standerhohe K | mm 450 520 580 580 630
Gewicht kg ca. 22 ca. 55 ca. 95 ca. 96 ca. 140

Extras (siehe Seite 5)

Bei Bestellung bitte angeben.

Druckpunktfeineinstellung

| DP

DP

Ventil und Wartungseinheit nur im Lieferumfang mit Steuerung. Die Ausfiihrung kann abweichen.
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XL-Kniehebel-Druckluftpressen Ips
B Werkzeugtechnik

Kniehebel-Druckluftpressen XL-APK*L
und XL-VKL Serie

Pressen mit XL Ausladung sind dafur konstruiert, groe und
sperrige Teile zu verarbeiten. Der Pressenstander besteht aus
einer stabilen SchweiBkonstruktion, die an Kundenwnsche
angepasst werden kann.

XL-Kniehebel-Druckluftpressen sind mit den ips Standard-
steuerungen des MPS-1 Typs oder mit Steuerungen nach
Kundenspezifikation lieferbar.

Weitere Qualitatsmerkmale: Vierkantstofel

m  \Werkseitig voreingestellter Druckpunkt
= Winkelgetriebe zur einfachen Hohenverstellung des
MPS1PST Pressenkopfs
i B = Seitlich angebrachtes MaBband zum schnellen
Reproduzieren von Einstellungen bei Werkzeugwechsel
m  Praktisch wartungsfreie doppeltwirkende Zylinder
ST m  Gerduscharm: unter 75 dB

80 kN

70 kN

60 kN

50 kN

—XL-APK 4 L
XL-VKL 2400

40 kN

——XL-APK5 L
XL-VKL 3200
XL-APK 6 L

30 kN XL-VKL 6000
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0 kN
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XL-APK Serie und XL-VKL Serie

XL-APK Serie mit RundstéBel mit 300 mm Ausladung
XL-VKL Serie mit Vierkantstéf3el mit 300 mm Ausladung

O

B Werkzeugtechnik

mit RundstoBel

mit VierkantstoBel

Typ XL-APK 4 L XL- APK 5 L XL-APK 6L XL-VKL 2400-40-300| XL-VKL 3200-40-300 [XL-VKL 6000-40-300!
Druckkraft kN 24 32 60 24 32 60
Arbeitshub mm 40 40 40 40 40 40
Ausladung A mm 130 130 150 130 130 150
Ausladung C-Gestell H mm 300 300 300 300 300 300
Arbeitshohe B mm 130 - 280 130 - 280 130 - 230 130 - 280 130 - 280 130 - 230
Arbeitshohe C-Gestell BB mm 158 158 190 158 158 190
TischgroBe CxD mm 200 x 220 200 x 220 310 x 220 200 x 220 200 x 220 310 x 220
Nutbreite ahnlich DIN 650 mm 14 14 16 14 14 16
StoBelbohrung & x Tiefe E mm 1217 x 30 12"7 x 30 20" x 34 1217 x 30 1217 x 30 20" x 34
StoBel & / StoBelflache F mm 30 30 40 31x 31 31 x 31 41 x 41
Luftanschluss G 3/8" G 3/8" G 3/8" G 3/8" G 3/8" G3/8”
Luftverbrauch/cm Zyl. Hub | 1,05 1,05 1,65 1,05 1,05 1,65
Platzbedarf CxG mm 200 x 560 200 x 560 320 x 610 200 x 560 200 x 560 320x 610
Standerhohe K mm 630 630 630 630 630 630
Gewicht kg ca. 149 ca. 150 ca. 250 ca. 149 ca. 150 ca. 250

Ventil und Wartungseinheit nur im Lieferumfang mit Steuerung. Die Ausflihrung kann abweichen.
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Handunterstitzte Kniehebel-Druckluftpressen Ips
B Werkzeugtechnik

TPC Handunterstiitzte Kniehebel-
Druckluftpressen mit Vierkantstéfel

Handunterstiitzte Kniehebelpressen kommen zum Einsatz, wenn
bedingt durch die Besonderheit des Werkstticks anfangs nicht
beide Hande durch eine Zweihandbedienung gebunden sein
kdnnen und doch eine groBe Druckkraft am Ende des Arbeits-
hubs erreicht werden soll.

Mit den NP handunterstitzten Druckluft-Kniehebelpressen kann
hier sicher gearbeitet werden: Der StdBel wird Uber den Hand-
hebel nach unten in die Krafthubposition gebracht und das
Werkstlck dann Uber die Handhebelkraft gehalten. Ein Sensor
registriert diese Lage. Gleichzeitig kann das Werkstiick losge-
lassen werden und mit der zweiten Hand ein Drucktaster ge-
driackt werden, der dann den Krafthub auslést.

Der Krafthub kann nur ausgeldst werden, wenn beide Hande
gebunden sind. So wird z.B. beim Loslassen des Handhebels

der StoBel durch eine Sicherheitsmechanik angehoben und
damit die Teilfreigabe fur den Krafthub in der Steuerung zu-
rUckgenommen. Feineinstellung des pneumatischen
Die Lange des pneumatischen Krafthubs der NP handunter- Krafthubs

stutzten Druckluft-Kniehebelpressen und somit die UT Position
lasst sich Gber die serienmaBige Feineinstellung hochprazise
und stufenlos von 0 mm - 6 mm Hublange einstellen.

Wegen des speziellen Ubersetzungsmechanismus steht der
Krafthub konstant Gber die gesamte eingestellte Krafthublange
zur Verfligung.
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NP Serie / XL-NP Serie mit 300 mm Ausladung

NP 4000

mit Profilschienen Stanzwerkzeug

O

B Werkzeugtechnik

XL-NP 4000

Typ NP 2000 NP 4000 XL-NP 2000 XL-NP 4000
Druckkraft kN 20 40 20 40
manueller Zustellhub mm 40 40 40 40
pneumatischer Krafthub mm 0-6 0-6 0-6 0-6
Ausladung A mm 130 130 130 130
Ausladung C-Gestell H mm - - 300 300
Arbeitshohe B mm 58 - 325 58 - 325 125 - 265 125 - 265
Arbeitshohe C-Gestell BB mm - - 158 158
TischgroBe CxD mm 200 x 190 200 x 190 200 x 220 200 x 220
Nutbreite ahnlich DIN 650 mm 14 14 14 14
StoBelbohrung @ x Tiefe E mm 20" x 25 20" x 25 20" x 25 20" x 25
StoBelflache F mm 40 x 40 40 x 40 40 x 40 40 x 40
Luftanschluss G 3/8" G 3/8" G 3/8" G 3/8"
Luftverbrauch/cm Zyl. Hub | 0,5 0,75 0,5 0,75
Platzbedarf CxG mm 200 x 385 200 x 385 200 x 560 200 x 560
Standerhohe K mm 580 580 630 630
Gewicht kg ca. 95 ca. 96 ca. 135 ca. 136
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Direktwirkende Druckluftpressen Ips
B Werkzeugtechnik

DA-Serie

DA Pressen sind die konsequente Umsetzung moderner
Pressentechnik fur direktwirkende Druckluftpressen.
Durch ihren modularen Aufbau kénnen genau die fir
den Anwendungsfall benétigten BaumaBe ausgewahlt
werden. Das Preis/Leistungsverhaltnis wird so optimiert.
Standard Hubldngen von 40 mm bis 120 mm stehen in
20 mm Stufung zur Verfigung. Sonderldngen sind auf
Anfrage lieferbar.

Direktwirkende Druckluftpressen erzeugen ihre Kraft
konstant tber die gesamte Hubldnge. Alle direktwirken-
den Druckluftpressen sind sowohl als Automationsbau-
stein oder mit ips Steuerungen fir Einzelarbeitsplatze
lieferbar.

Die Bearbeitung von Blechen, Leiterplatten oder anderen
sperrigen Teilen verlangt eine groBere Ausladung der
Pressen. XL-DA Pressen mit 250 mm und 300 mm Aus-
ladung ermdglichen die Bearbeitung auch dieser Werk-
stlicke. Bei hohen Teilen, die mehr Raum nach oben
verlangen, werden L-DA Pressen mit bis zu 350 mm
Arbeitshéhe eingesetzt. Fir Male, die auBerhalb des
Standards liegen, kédnnen Pressen mit Standern in
SchweiBkonstruktion nach lhren Vorgaben gefertigt
werden.

DA Pressen sind praktisch wartungsfrei, da alle beweg-
lichen Teile gelagert sind. Die Zylinder sind vorgefettet
und deshalb fur olfreien Betrieb geeignet.

Qualitdtsmerkmale:

m Verdrehgesicherter, hartverchromter in Teflonbuchsen
geflhrter StoRel

m Einfache Hohenverstellung des Pressenkopfs Gber eine
Gewindespindel und Winkelgetriebe

m Seitlich angebrachtes MaBband zum schnellen Repro-
duzieren von Einstellungen bei Werkzeugwechsel

m Praktisch wartungsfreie doppeltwirkende Zylinder

m Zustellbare Endlagendampfung des Zylinders

m Gerduscharm: unter 75 dB
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Direktwirkende Druckluftpressen

iDS O

Sensoren sind nicht im Lieferumfang enthal-
ten

7 /25

B Werkzeugtechnik

Hubeinstellung bei DA Pressen

DA Pressen sind serienmaBig mit einem innovativen,
prazisen und leicht zu handhabenden System ausge-
rUstet, das genaue Hubeinstellungen ermdglicht und
den StdBel gegen Verdrehen sichert.

Funktion:

m Die Einpresstiefe kann auf 0,05 mm Ablesege-
nauigkeit Uber die gesamte Hublange mit nur
einer Skalenmutter (A) eingestellt werden. Die
Hublange lasst sich Uber die seitliche Skala (B)
und den Nonius auf der Skalenmutter (A) ab-
lesen.

= Die Positionsabfrage des StoBels ist mit Reed-
Kontakten (C) méglich, die auf die serienméaBige
Skala aufgeschoben werden.

m Die Sensoren missen bei einer Hublangenver-
stellung nicht neu eingestellt werden, da die
Magnete der Hublangenregulierung immer in
die gleichen Endlagen fahren.

Tandemzylinder

Fur groBere Krafte wird die energieglnstige Tandem-
zylinder-Bauweise eingesetzt. Mehrere Pneumatikzy-
linder werden hintereinander geschaltet und so die
Kraft des Zylinders entsprechend vervielfacht.

Der Luftverbrauch wird optimiert, weil der Ruckhub
nur Uber eine Zylinderkammer erfolgt. Da die Luft-
fuhrung innerhalb des Pneumatik-Zylinders stattfindet,
kann die Presse nur Uber zwei Luftanschlisse betrieben
werden.

Technische Anderungen vorbehalten
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Die Extras
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DA Serie und L-DA Serie ips DO

B Werkzeugtechnik

DA Serie mit Rundstofiiel
L-DA Serie mit RundstofBiel, Arbeitshohe bis 350 mm

Typ DA 150-80-63 | DA 250-80-80 |L-DA 250-80-80| DA 450-*-80 |L-DA 450-*-80| DA 850-*-80 |L-DA 850-*-80 [L-DA 1300-*-80
Druckkraft kN 1,5 2,5 2,5 4,5 4,5 8,5 8,5 13
| w | e | e | e |smomy | i | aveo | amoey
Ausladung A | mm 63 80 80 80 80 80 80 80
Arbeitshohe B | mm 40 - 215 70 - 280 65 -390 58 -243 65 - 350 58 - 243 65 - 350 65 - 350
TischgroBe CxD | mm 100 x 65 157 x 115 157 x 115 157 x 115 157 x 115 157 x 115 157 x 115 157 x 115
Nutbreite ahnlich DIN 650 mm 10 12 12 12 12 12 12 12
StoBelbohrung @ x Tiefe E | mm| 16" x25 20" x 25 20" x 25 20" x 25 20" x 25 2017 x 25 201 x 25 20" x 25
StoBel & F | mm 30 40 40 40 40 40 40 40
Luftanschluss G 1/4" G 1/4" G 1/4" G 3/8” G 3/8" G 3/8" G 3/8" G 3/8”"
Luftverbrauch/cm Zyl. Hub | 0,2 0,3 0,3 1,0 1,0 1,5 1,5 2,1
Platzbedarf CxG| mm | 110x164 157 x237 | 155x280 | 155x237 | 155x280 | 155x237 | 155x280 | 155x280
Standerhohe K | mm 355 450 570 450 570 450 570 570
Gewicht kg ca. 11,5 ca. 25 ca. 31 ca. 28 ca. 34 ca. 31 ca. 37 ca. 40
Extras (siehe Seite 5) Bei Bestellung bitte angeben.

Tischbohrung 127 B B B B B B B B

* Bei Bestellung Hubldnge angeben.

Ventil und Wartungseinheit nur im Lieferumfang mit Steuerung. Die Ausfihrung kann abweichen.
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Die Extras
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DA Serie mit Rundstofiiel

0-100

O

B Werkzeugtechnik

Typ DA 450-*-100 | DA 850-*-100 | DA 1300-*-100 | DA 1700-*-100 DA 450-*130 | DA 850-*-130 | DA 1300-*-130 [ DA 1700-*-130
Druckkraft kN 4,5 8,5 13,0 17,0 4,5 8,5 13,0 17,0
Arbeitshub* mm 40/60/80/ 40/60/80/ 40/60/80/ 40/60/80/ 40/60/80/ 40/60/80/ 40/60/80/ 40/60/80/
100/120 100/120 100/120 100/120 100/120 100/120 100/120 100/120
Ausladung A |mm 100 100 100 100 130 130 130 130
Arbeitshohe B [mm 60 - 285 60 - 285 60 - 285 60 - 285 70 - 325 70 - 325 70 - 325 70 - 325
TischgroBe CxD|[mm| 185 x 145 185 x 145 185 x 145 185 x 145 200 x 190 200 x 190 200 x 190 200 x 190
Nutbreite dhnlich
DIN 650 mm 12 12 12 12 14 14 14 14
gi'ﬁﬁzhwng E |mm| 207x25 | 20"x25 | 20"x25 | 20"x25 20" x25 | 20"x25 | 20"x25 | 20" x25
StéBel @ F [mm 40 40 40 40 40 40 40 40
Luftanschluss G 3/8" G 3/8" G 3/8" G 3/8" G 3/8" G 3/8" G 3/8" G 3/8"
Luftverbrauch/cm | 1,0 1,5 2,1 2,6 1,0 1,5 2,1 2,6
Zyl. Hub
Platzbedarf CxG|[mm| 185 x 320 185 x 320 185 x 320 185 x 320 200 x 385 200 x 385 200 x 385 200 x 385
Standerhohe K | mm 520 520 520 520 580 580 580 580
Gewicht kg ca. 62 ca. 65 ca. 68 ca. 71 ca. 77 ca. 80 ca. 83 ca. 86

* Bei Bestellung Hubldnge angeben.

Ventil und Wartungseinheit nur im Lieferumfang mit Steuerung. Die Ausfiihrung kann abweichen.
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Die Extras
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DA Serie mit Rundstofiiel
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Typ DA 2100-*-130 DA 2800-*130 DA 3400-*-130
Druckkraft kN 21,0 28,0 34,0
Arbeitshub* mm 40/60/80/100/120 40/60/80/100/120 40/60/80/100/120
Ausladung A mm 130 130 130
Arbeitshohe B mm 75 -330 75-330 75 -330
TischgroBe CxD mm 200 x 190 200 x 190 200 x 190
Nutbreite dhnlich DIN 650 mm 14 14 14
StoBelbohrung @ x Tiefe E mm 20" x 25 20" x 25 20" x 25
StoBel @ F mm 40 40 40
Luftanschluss G 3/8" G 3/8" G 3/8"
Luftverbrauch/cm Zyl. Hub | 3,0 3,7 4,5
Platzbedarf CxG mm 200 x 385 200 x 385 200 x 385
Standerhohe K mm 580 580 580
Gewicht kg ca. 92 ca. 99 ca. 105

* Bei Bestellung Hubldnge angeben.

Ventil und Wartungseinheit nur im Lieferumfang mit Steuerung. Die Ausflihrung kann abweichen.
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Die Extras
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XL- und DA-Serie

XL - Direktwirkende Druckluftpressen
DA-Serie mit RundstéfBel, mit 250 mm Ausladung

O

B Werkzeugtechnik

Typ XL-DA 450-*-250 XL-DA 850-*-250 XL-DA 1300-*-250 XL-DA 1700-*-250
Druckkraft kN 4,5 8,5 13,0 17,0
Arbeitshub* mm 40/60/80/100/120 40/60/80/100/120 40/60/80/100/120 40/60/80/100/120
Ausladung A mm 100 100 100 100
Ausladung C-Gestell H mm 250 250 250 250
Arbeitshohe B mm 75-175 75-175 75-175 75-175
Arbeitshohe C-Gestell BB mm 100 100 100 100
TischgréBe CxD mm 200 x 200 200 x 200 200 x 200 200 x 200
Nutbreite ahnlich DIN 650 mm 12 12 12 12
StoBelbohrung @ x Tiefe E mm 20" x 25 20" x 25 20" x 25 20" x 25
StoBel @ F mm 40 40 40 40
Luftanschluss G 3/8" G 3/8" G 3/8" G 3/8"
Luftverbrauch/cm Zyl. Hub | 1,0 1,5 2,1 2,6
Platzbedarf CxG mm 200 x 465 200 x 465 200 x 465 200 x 465
Standerhohe K mm 465 465 465 465
Gewicht kg ca. 57 ca. 60 ca. 63 ca. 66

* Bei Bestellung Hubldnge angeben.

Ventil und Wartungseinheit nur im Lieferumfang mit Steuerung. Die Ausfiihrung kann abweichen.
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XL- und DA-Serie

XL- Direktwirkende Druckluftpressen
DA-Serie mit RundstoBel,

mit 300 mm Ausladung

O

B Werkzeugtechnik

-DA 1300-40-300 XL-DA 3400-40-300
Typ XL-DA 450- XL-DA 850- | XL-DA 1300- | XL-DA 1700- | XL-DA 2100- | XL-DA 2800- | XL-DA 3400-
*-300 *-300 *-300 *-300 *-300 *-300 *-300
Druckkraft kN 4,5 8,5 13,0 17,0 21,0 28,0 34,0
Arbeitshub* mm | 40/60/80/120 | 40/60/80/120 | 40/60/80/120 | 40/60/80/120 | 40/60/80/120 | 40/60/80/120 | 40/60/80/120
Ausladung A | mm 130 130 130 130 130 130 130
Ausladung C-Gestell H | mm 300 300 300 300 300 300 300
Arbeitshohe B | mm 140 - 175 140 - 175 140 - 175 140 - 175 130 - 275 130 - 275 130 - 275
Arbeitshohe C-Gestell BB | mm 158 158 158 158 158 158 158
TischgroBe CxD | mm 200 x 220 200 x 220 200 x 220 200 x 220 200 x 220 200 x 220 200 x 220
glg‘ébre'te ahniich DIN mm 14 14 14 14 14 14 14
StoBelbohrung @ x Tiefe| E | mm 20" x 25 20" x 25 20" x 25 20" x 25 20" x 25 20" x 25 20" x 25
StoBel & F [ mm 40 40 40 40 40 40 40
Luftanschluss G 3/8" G 3/8" G 3/8" G 3/8" G 3/8" G 3/8" G 3/8"
Luftverbrauch/cm | 1.0 1,5 2,1 2,6 3,0 3,7 4,5
Zyl. Hub
Platzbedarf CxG | mm 200 x 560 200 x 560 200 x 560 200 x 560 200 x 560 200 x 560 200 x 560
Standerhohe K [ mm 630 630 630 630 630 630 630
Gewicht kg ca. 135 ca. 138 ca. 141 ca. 144 ca. 141 ca. 158 ca. 164

* Bei Bestellung Hubldnge angeben.

Ventil und Wartungseinheit nur im Lieferumfang mit Steuerung. Die Ausfiihrung kann abweichen.
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DAF Direktwirkende Pressenzylinder

Die Extras

MPS1
A e

DAF direktwirkende Pressenzylinder mit
Flansch wurden fir den flexiblen Einsatz
in Sondermaschinen konstruiert.

DAF Pressenzylinder sind mit allen Vor-
teilen von modernen Druckluftpressen

standardmaBig ausgeristet:

Einfach zu automatisieren

40 kN

Stufenlose Einstellung der Hublange
Zustellbare Endlagendampfung
Aufnahmebohrung fur Werkzeuge

35kN

30 kN

25 kN

20 kN

15 kN

10 kN

5kN
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0 bar 1 bar 2 bar 3 bar
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4 bar 5 bar
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DAF Direktwirkende Pressenzylinder Ips
B Werkzeugtechnik

DAF-Zylinder

b Drucl_<kraft Ri]ckzu_gskraft Hub A B C
kN bei 6 bar kN bei 6 bar mm mm mm mm
DAF 450-40 4,5 4 0-40 363 112 32
DAF 450-60 4,5 4 0-60 403 112 32
DAF 450-80 4,5 4 0-80 443 112 32
DAF 450-100 4,5 4 0-100 483 112 32
DAF 450-120 4,5 4 0-120 523 112 32
DAF 850-40 8,5 4 0-40 449 112 32
DAF 850-60 8,5 4 0-60 509 112 32
DAF 850-80 8,5 4 0-80 569 112 32
DAF 850-100 8,5 4 0-100 629 112 32
DAF 850-120 8,5 4 0-120 689 112 32
DAF 1300-40 13 4 0-40 535 112 32
DAF 1300-60 13 4 0-60 615 112 32
DAF 1300-80 13 4 0-80 695 112 32
DAF 1300-100 13 4 0-100 775 112 32
DAF 1300-120 13 4 0-120 855 112 32
DAF 1700-40 17 4 0-40 621 112 32
DAF 1700-60 17 4 0-60 721 112 32
DAF 1700-80 17 4 0-80 821 112 32
DAF 1700-100 17 4 0-100 921 112 32
DAF 1700-120 17 4 0-120 1021 112 32
DAF 2100-40 21 19 0-40 581 134 38
DAF 2100-60 21 19 0-60 661 134 38
DAF 2100-80 21 19 0-80 741 134 38
DAF 2100-100 21 19 0-100 821 134 38
DAF 2100-120 21 19 0-120 901 134 38
DAF 2800-40 28 26 0-40 689 134 38
DAF 2800-60 28 26 0-60 789 134 38
DAF 2800-80 28 26 0-80 889 134 38
DAF 2800-100 28 26 0-100 989 134 38
DAF 2800-120 28 26 0-120 1089 134 38
DAF 3400-40 34 32 0-40 797 134 38
DAF 3400-60 34 32 0-60 917 134 38
DAF 3400-80 34 32 0-80 1037 134 38
DAF 3400-100 34 32 0-100 1157 134 38
DAF 3400-120 34 32 0-120 1277 134 38

7 /] 37 Technische Anderungen vorbehalten



MicroPress® mit VierkantstoBel [ ips DQ
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Die Extras

TB MicroPress® ist eine pneumatische Presse

flr niedere Druckkrafte mit einem stabilen

Pressenstander. MicroPress® Typen sind ideal
flr Fuge- und Formanwendungen, bei
denen die Bauteile geringen Einpressdruck
und prézise Hubtiefe verlangen. Wie zum
Beispiel bei Anwendungen in der
Medizintechnik, Elektronikfertigung und
Feinstmechanik.

Dreistufige
Hubvorein-
stellung

Qualitatsmerkmale:

VierkantstoBel

Prazisionsfihrung des StéBels
Einstellbare Hubldnge
Hohenverstellbarer Pressenkopf
Praktisch wartungsfreier Zylinder
Gerauscharm

Hubfeineinstellung
Uber Gewindestift
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MicroPress®
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Typ MicroPress 30-60-63 40-60-63 70-60-63 | 120-60-63 | 190-60-63 | 290-60-63 | 480-60-63 | 750-60-63
Druckkraft N 30 40 70 120 190 290 480 750
Arbeitshub mm 5-60 5-60 5-60 5-60 5-60 5-60 5-60 5-60
Ausladung A | mm 63 63 63 63 63 63 63 63
Arbeitshohe B |mm| 43-208 43 - 208 43 - 208 43 - 208 43 - 208 43 -208 43 - 208 43 - 208
TischgréBe CxD|mm| 100 x 65 100 x 65 100 x 65 100 x 65 100 x 65 100 x 65 100 x 65 100 x 65
Nutbreite dhnlich DIN 650 mm 10 10 10 10 10 10 10 10
StoBelbohrung @ x Tiefe E |mm| 10" x25 1017 x 25 10" x 25 10" x 25 10" x 25 1017 x 25 10" x 25 10" x 25
StoBelflache F |mm| 21x21 21x21 21 x 21 21 x 21 21 x 21 21x21 21 x 21 21x 21
Luftanschluss M5 M5 M5 M5 G3" G§" G3" G3"
Luftverbrauch/60mm Hub | 0,04 0,06 0,08 0,16 0,24 0,38 0,64 1,0
Platzbedarf CxG|mm| 110x 164 110 x 164 110 x 164 110 x 164 110 x 164 110 x 164 110 x 164 110 x 164
Standerhohe K | mm 355 355 355 355 355 355 355 355
Gewicht kg ca. 9,5 ca. 10 ca. 10 ca. 11 ca. 11 ca. 12 ca. 12 ca. 12
Extras (siehe Seite 7) Bei Bestellung bitte angeben.
Tischbohrung 12 ™ | T | 718 8 T8 TB 8 8
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Hydro-Pneumatische Pressen ips DO

B Werkzeugtechnik

ips hydro-pneumatische Pressen werden nur mit Druckluft
angetrieben und schalten den hydraulischen Krafthub
selbsttdtig zu. Sie vereinen die Vorteile von pneumatischen
und hydraulischen Pressen. Im pneumatisch angetriebenen
Eilhub wird das Werkstlick mit geringer Kraft schnell
angefahren. Der hydraulische Krafthub setzt dann bei
Widerstand automatisch ein.

Deshalb wird insbesondere bei diesen Modellen die
eingesetzte Energie am wirtschaftlichsten genutzt.

Die Funktion von hydro-pneumatischen Pressen wird auf
der folgenden Seite beschrieben. Da ips hydro-
pneumatische Pressen kein Hydraulikaggregat bené-
tigen, lassen sie sich auch auf engstem Raum einsetzen.
Alle hydro-pneumatischen Pressen sind mit den ips
Standardsteuerungen oder mit Steuerungen nach
Kundenspezifikation lieferbar.

Die Bearbeitung von Blechen, Leiterplatten oder an-
deren sperrigen Teilen verlangt eine groBere Ausladung
der Pressen. XL-HP Pressen mit 300 mm Ausladung er-
maoglichen die Bearbeitung auch dieser Teile. Fir Mafe,
die auBerhalb des Standards liegen, kénnen Pressen mit
Standern in SchweiBkonstruktion nach Ihren Wiinschen
gefertigt werden.

Qualitatsmerkmale:

m  Verdrehgesicherter, geharteter StoBel

®m Lange, gehonte StdéBelfihrung fur hochste Prazision

= Zwei Krafthublangen stehen als Standard zur
Verfligung

m  Einfache Hohenverstellung des Pressenkopfs tber
eine Gewindespindel und Winkelgetriebe

m  Seitlich angebrachtes MaBband zum schnellen
Reproduzieren von Einstellungen bei Werkzeug-
wechsel

m  Gerduscharm: unter 75 dB
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Hydro-Pneumatische Pressen / HP-Serie
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ﬁ
ﬁ

Ausgangsstel- M
lung

Funktionsbeschreibung:

Ausgangsstellung:
Druckluftleitung (1) ist mit Druckluft beaufschlagt, das
restliche System ist druckfrei.

Eilhub (A):

Der Eilhubkolben (2) wird Uber den Druckluftanschluss
(3) beaufschlagt. Der Kolben fahrt aus und driickt Gber
das OL den Krafthubkolben (4) mit groBer Geschwin-
digkeit nach unten bis auf das Werksttck.

Eilhub Ei@ﬂé

Krafthub Eai —— B

A = Eilhub
B = Krafthub
C = Gesamthub

Ol ohne Druck
Ol unter Druck
M Luft ohne Druck
M Luft unter Druck

Krafthub (B):

Die Umsteuereinheit (5) schaltet jetzt selbsttatig um,
der Plunger (6) wird mit Druckluft beaufschlagt, fahrt
aus und schlieBt die Olkammer. Die Kraftiibersetzung
findet statt. Der StoBel (4) fahrt mit verminderter
Geschwindigkeit und erhohter Kraft im Krafthub aus.

Ruckhub (C):
Systemumekehr, alle Kolben fahren gleichzeitig mit
pneumatischer Kraft zuriick.
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Hydro-Pneumatische Pressen

Die Extras

O
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HP-Serie / XL-HP-Serie mit 300 mm Ausladung
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Typ HP 3.000 HV | HP5.000 HV | HP 10.000 HV | XL-HP 3.000 HV | XL-HP 5.000 HV | XL-HP 10.000 HV
Druckkraft kN 30 50 100 30 50 100
Arbeitshub mm 40 50 50 40 50 50
davon Krafthub* mm 4/8 5/10 5/10 4/8 5/10 5/10
Eilhubkraft bei 6 bar kN 1,5 2,5 4,5 1,5 2,5 4,5
Rickhubkraft bei 6 bar kN 1,3 1,7 41 1,3 1,7 41
Ausladung A | mm 130 150 150 130 150 150
Ausladung C-Gestell H | mm - - - 300 300 300
Arbeitshohe B mm 123 -322 119 -320 117 -312 189 - 327 145 - 235 145 - 235
Arbeitshohe C-Gestell BB [ mm - - - 158 190 190
TischgroBe CxD | mm 200 x 190 300x 210 310 x 220 200 x 220 310 x 220 310 x 220
Nutbreite ahnlich DIN 650 mm 14 14 14 14 16 16
StoBelbohrung @ x Tiefe mm 16" x 30 20" x 34 20" x 34 16" x 30 20" x 34 20" x 34
StoBel @ mm 35 40 40 35 40 40
Luftanschluss G 1/4" G 1/4" G 1/4" G 1/4" G 1/4" R 1/4"
Platzbedarf LxG | mm 200 x 385 300x455 310 x 500 200 x 560 320 x 610 320x 610
Standerhohe K mm 580 630 650 630 630 630
Gewicht kg ca. 78 ca. 163 ca. 287 ca. 184 ca. 241 ca. 311

* Bei Bestellung Hubldnge angeben.

Ventil und Wartungseinheit nur im Lieferumfang mit Steuerung. Die Ausfiihrung kann abweichen.
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Schiebetische ips O

B Werkzeugtechnik

ips pneumatische und manuelle Schiebetische PST 130
erleichtern Einlegearbeiten und erhéhen somit die
Wirtschaftlichkeit von Montageprozessen.

Die Vorteile:
m Das Einlegen erfolgt auBerhalb des f _'
Gefahrdungsbereichs

m \ormontage von Teilen ist ohne raumliche
Behinderung durch die Presse méglich

m Vielseitige Einsatzmaoglichkeiten far
Automatisierungs- und Zustellaufgaben

m Prazises Positionieren von Werkstticken

Weitere Qualitatsmerkmale:

Schlittenfuhrung spielfrei einstellbar
Hochbelastbare und prazise Kreuzrollenfiihrung
Beidseitige Endlagendampfung

ips Schiebetische kdnnen quer oder langs
eingebaut werden

Einfach zu automatisieren

m Selbsthaltend in der Endlage

MST 130

MST 130 PST 130

~80 192

d r@_‘ q

q-s- o | 4 TS
3 q ‘ g
3 'y E
2| 4+ E= I ¢
& d g 4

q-s o= g 4

— g ‘
S -, %
Typ MST 130 | PST 130 | Geeignet fiir
Hub mm 130 130 alle ips Pres-
sen ab 100 mm

Belastbarkeit | kN 50 50 Ausladung

Anwendungsbeispiel
PST 130 eingefahren PST 130 ausgefahren
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Steuerungen fur pneumatische Pressen ips DO

B Werkzeugtechnik

Steuerungen des Typs MPS-1 sind gemal der EG
Maschinenrichtline 2006/42/EG baumustergepriift

und zugelassen, um mit ips Pressen an Arbeits-
platzen mit Handbestlickung und offenen Werkzeugen
zu arbeiten. Die sowohl elektrisch als auch pneuma-
tisch redundant aufgebaute Steuerung gibt Ihnen hier
Sicherheit.

MPS-1 Typ Steuerungen bestehen aus einem elek-
trischen Sicherheitsmodul mit zwei Handtastern und
elektronischen, 5-stelligen Stiickzahler. Mittels eines
SchlUsselschalters kann vom Zweihand-Modus auf
ein externes Startsignal fir die Presse, z.B. einem
FuBschalter, umgeschaltet werden, wenn ein sicheres
Werkzeug zum Einsatz kommt. Der FuBschalter o.4.
gehort bei der MPS-1 Typ Steuerung nicht zum Liefer-
umfang.

MPS-1
Grundversion fir den Zweihand Betrieb.

MPS-1T
MPS-1 Steuerung erweitert um die Funktion Haltezeit.
Wenn die Presse die Endlage erreicht hat, kann Uber

ein Zeitglied eingestellt werden, wann der Rickhub
erfolgen soll.

MPS-1 PST

Dieser MPS-1 Steuerungstyp wird verwendet,
um zusatzlich zur Presse einen pneumatischen
MPS1PST  Schiebetisch mitanzusteuern. Der Lieferumfang
(| M beinhaltet auch die Funktion Haltezeit (siehe
MPS-1T)

MPS-1 TPC
TPC MPS-1 Steuerung zusatzlich mit dem Modul
zur Kraft/Weg Uberwachung TPC-MIDI.

7 // 45 Technische Anderungen vorbehalten



H
TPC-MIDI Prozessiiberwachung Ips
B Werkzeugtechnik

Anwendungen:

Flge- und Montageprozesse mit Pressen missen heute
sicher und moglichst ohne nachtragliche Kontrolle
durchgeflhrt werden. Vorgegebene Parameter, die den
Einpressvorgang definieren, missen beim Produzieren
eingehalten werden. Nur so kann die Qualitat und
Sicherheit des hergestellten Produkts garantiert werden.
Deshalb wird Uberall dort TPC-MIDI eingesetzt, wo
gleichbleibende Fligeprozesse gefordert werden, deren
Verlauf Gberprift und gegebenenfalls mittels Software
dokumentiert werden missen.

TPC-MIDI Uberwacht den Einpressvorgang und vergleicht
den tatsachlichen Verlauf mit den Vorgaben und bewertet
ihn anschlieBend. Ausschussteile werden so sicher erkannt
und kénnen aussortiert werden.

TPC-MIDI kann sowohl zusammen mit Handhebelpressen
als auch mit pneumatischen Pressen verwendet werden.
Bei pneumatischen Pressen wird die Steuerung MPS-1 TPC
zusammen mit einer SPS-Ansteuerung, der die baumuster-
gepriften Zweihand-Sicherheitssteuerung MPS-1 Gber-
geordnet ist, ausgeliefert.

TPC-MIDI steht aber auch als reiner Systembaustein
zur Verfigung, wenn ein SPS-Umfeld, z.B. in einer
Automation schon vorhanden ist.

Die Vorteile:

m  TPC-MIDI I3sst sich Uber die Folientastatur oder
komfortabel tber die PC Software programmieren.

m TPC-MIDI speichert 8 verschiedene Messprogramme

m 3 Fenster pro Programm maoglich

m Moderne Kurvenbewertung Gber
frei parametrierbare Fenster

m 4 Fenstertypen: Einfadel-, Durch-
gangs- und Blockfenster, sowie
eine Hullkurve.

= Kraftmessung direkt im Kraftver-
lauf mit speziell flr Pressen ent-
wickelten DMS Sensor.

m Software zum Programmieren und
Speichern von Messprogrammen

m Dokumentation jedes Einpress-
prozesses

Laptop nicht im Lieferumfang DA 850-40-100 mit MPS-1 TPC
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TPC-MIDI Prozessiiberwachung Ips
B Werkzeugtechnik

Uberwachungs-Fenster

Mit TPC-MIDI kénnen folgende Uberwachungs-Fenster
angelegt werden:

mm

Durchlauf-Fenster (1)

Die Kraft/Weg Kurve muss das Fenster von der Eintritts-

zur Austrittseite wie definiert durchlaufen, ohne dass
eine der anderen Fenstergrenzen verletzt wird. Ein- und
Austrittseite sind frei wahlbar

. TPC-MIDI Auswerteinheit mit Software
Hillkurve (2) Screenshot

Die Messkurve muss sich durch die Hullkurve ziehen und
darf diese nicht verletzen. Die Hullkurve wird Uber Teach-in
eingelernt. lhre X-Achsen Parameter und das Delta-Y, also
der Toleranzbereich der Kraft, werden anschlieBend
definiert.

Block-Fenster (3)

Das Blockfenster Gberwacht die Endwerte des Einpress-
verlaufs. Die Kraft/Weg Kurve muss bei diesem Fenstertyp
in die vorgegebene Eintrittsseite eintreten und darf das
Fenster nicht mehr verlassen.

Programmierbare Trigger Punkte konnen, falls es die
Teile-Geometrie verlangt, definiert werden. Durch die
Programmierung des Triggerpunkts werden die X-Achsen
Positionen der Bewertungsfenster dem Einpressverlauf
angepasst und beziehen sich dann auf den Trigger-
Nullpunkt.

Handarbeitsplatz mit TPC-MIDI angebaut an Kniehebelpresse
EP 500-40

Gerne stellen wir lhnen zur TPC-MIDI Prozesstberwachung
weitere Information zur Verfiigung.
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Press & Tool Concept ips

B Werkzeugtechnik

Das Press & Tool Concept wurde in der Schweiz von
einem namhaften Pressenhersteller entwickelt und
2008 von ips pressen Ubernommen und weitergefihrt.
Es steht nun fir Schweizer Technologie made in
Germany.

Press & Tool Concept steht flr ein abgerundetes
Pressen- und Werkzeugprogramm fir die effiziente
Fertigung, schwerpunktmaBig in der
Blechbearbeitung

in Kraftbereichen von 10 kN - 35 kN.

Qualitatsmerkmale:

SO  SOLID FRAME

Solide GuBstander in C-Form von hoher
Stabilitdt und geringer Auffederung bei
Stanzvorgangen erméglichen bei

vielen Arbeitsverfahren den Einsatz
kostenguUinstiger Freischnitt-Werkzeuge.

MICRO ADJUST

Die prazise Hohenverstellung des
Pressentischs vereinfacht das Einrichten
der Press & Tool Concept Pressen und
erhoht deren Einsatzmoglichkeiten. Die
serienmaBige Skalenscheibe ermdglicht
eine Ablesegenauigkeit von 0,1 mm.

QX QUICK TOOL CHANGE

Das standardisierte Werkzeugbefestigungs-
system erlaubt, dass die verschiedenen
Werkzeuge aus dem Press & Tool Concept
mit wenigen Handgriffen schnell
gewechselt werden kénnen.

H PT WERKZEUGSYSTEM

j} Basis Werkzeugsystem fur Standard
) Anwendungen der Blechbearbeitung wie
Stanzen, 90° Biegen, Radienstanzen etc.
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Pressen & Werkzeuge ips DO

B Werkzeugtechnik

Die Komponenten des Press & Tool Concept

Hand-Kniehebelpressen

1T

KP2.1N KP2.1W KP 2.1 N Vario KP 2.1 W Vario
Druckluft-Kniehebelpressen 5' ’
KP3.1N KP3.1W
Werkzeugsystem W 14
Stanz-Werkzeug Ausklink-Werkzeug Bandschnitt-Werkzeug Radien-Stanz-Werkzeug

Winkel-Profil-Stanz-Werkzeug| Kombi-Eckstanz-Werkzeug | Profil-Schienen-Werkzeug Profil-Trenn-Werkzeug

[
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KP Hand-Kniehebelpressen ips DO

KP 3.1 Serie
SO Die Standard Kniehebelpresse des

Press & Tool Concepts
Ideal zum Stanzen, Biegen, Montieren, Pragen, Pressen,

Nieten, Richten, Kleben.

m  Einfache Handhabung

m  Werkseits eingestellte wiederholgenaue Endlage

m  Das MICRO ADJUST System erlaubt schnelle und
genaue Hohenverstellung des Pressentischs

m  Ablesegenauigkeit 0,1 mm

m  Fixierung durch Schnellspannhebel ohne zusatzliche
Werkzeuge

m |deal zusammen mit dem Werkzeugsystem W 14

! m Adapterstlick im Lieferumfang
30 kN
[T T T

B Werkzeugtechnik

KP 2.1 Type Montierter Abstreifbiigel
25 kN (Sonderzubehor)
I PT 20 kN
= / —— 400 N Handzugkraft
15 kN —— 300 N Handzugkraft
10 kN
/////
___________.___—-—-—‘""'—‘ —’_’//
5kN e s e ——
0 kN
25,0 mm 20,0 mm 15,0 mm 10,0 mm 5,0 mm 1,0 mm 0,0 mm vor Hubende
o [ T T 1]
KP 2.1 Vario Type
30 kN =
__—_.’/
25 kN
————"/
20 kN Handzugkraft 300 N
—— Hub 6 mm
—— Hub 8 mm
Hub 10 mm
15kN Hub 12 mm
—— Hub 15 mm
| —— Hub 17 mm
10 kN
5 kN
0 kN
19,0mm 17,0mm 150mm 13,0mm 11,0mm 90mm 70mm 50mm 3,0mm 1,0 mm 0,0 mm vor Hubende
D
B _ - =< N
- AN
)/ siogel
! \
! K \
! | | N I
= \ ms ,’
Ye. \ £
/7
o, \ F ya
\ N 7
~ - - 4
- ] e
.7 214 S
- E w RN ~
’ Adapter- |«
7 stock -] \
L / \
= 1 \
1 v |
I \ L g
s
LAl c ‘T 4 = /
D \\ = '_I /
/
N . 214 M8
G N 238 _7
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KP Hand-Kniehebelpressen

KP2.1N

O

B Werkzeugtechnik

KP 2.1 N Vario mit einstellbarem Kraftverlauf

Typ KP2.1 N KP2.1W KP 2.1 N Vario KP 2.1 W Vario
Druckkraft kN 25 25 10 - 30 10 - 30
Arbeitshub C mm 27 27 6-17 6-17
Ausladung A mm 112 275 112 275
Arbeitshohe max. B mm 122 122 112 117
Verstellweg Tisch mm 70 70 70 70
TischgroBe DxH| mm 120 x 150 120 x 150 120 x 150 120 x 150
StoBelbohrung @ x Tiefe mm 1417x 30 14%7x 30 147 x 30 147 x 30
StoBel @ mm 40" 40M 40" 40"
Platzbedarf DxE| mm 125 x 280 125 x 520 125 x 280 125 x 520
Standerhohe K mm 520 520 520 520
Gewicht ca. kg 35 85 35 85
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KP Druckluftpressen

Die Kniehebel-Druckluftpresse
der KP 3.1 Serie

60 kN

50 kN

40 kN

Antrieb durch doppelt wirkenden Pneumatikzylinder
Werkseits eingestellte, wiederholgenaue Endlage
Verdrehgesicherter StoBel

SerienmaBig mit Adapterstiick zur Uberbriickung der
Arbeitshéhe

Die Hubbegrenzung erlaubt dem Anwender geringe
Hublénge far sicheres Arbeiten einzurichten

Das MICRO ADJUST System erlaubt schnelle und
genaue Hohenverstellung des Pressentischs
Ablesegenauigkeit 0,1 mm

Verdrehgesichert

Ideal zusammen mit dem Werkzeugsystem W 14
Adapterstlck im Lieferumfang

— 6 bar

30 kN —— 8 bar

20 kN

10 kN —

NN\
VAN

\ 1\

B Werkzeugtechnik

11,0 mm 9,0 mm 7,0 mm 5,0 mm 3,0 mm 1,0 mm 0,0 mm vor Hubende

/E N

4
, StoBel

o [ A
i lize
\ M8
|k
o \ F

N
A * I S ///
PRI RN
I e
7 Adapter-
o+ ﬂ - / Eismck @

s ,
100 ° UL =
[ I Il i ‘\3 **4 3
A c \ o
D L \\ Z M8 s
o \\\ 238 ///
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KP Druckluftpressen

KP3.1N
KP 3.1 W mit 275 mm Ausladung

O

B Werkzeugtechnik

Typ KP3.1N KP 3.1W
Druckkraft kN 35 35
Arbeitshub mm 6-27 6-27
Ausladung A mm 112 275
Arbeitshohe B mm 55 - 145 55 - 145
TischgroBe CxD mm 120 x 150 120 x 150
StoBelbohrung @ x Tiefe E mm 1417 x 30 147 x 30
StoBel @ [F mm 4017 4017
Platzbedarf CxG mm 175 x350 175 x 565
Standerhohe K mm 650 720
Gewicht kg 75 125

Ventil und Wartungseinheit nur im Lieferumfang mit Steuerung. Die Ausflhrung kann abweichen.
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H
Werkzeugsystem-Aufbau Stanzwerkzeuge Ips
B Werkzeugtechnik

Berechnung der Scherkrafte

Die benétigte Kraft zum Stanzen berechnet sich aus folgenden GréBen:
Taemax = SCherfestigkeit in N/mm? des Werkstoffs

I = Schnittkantenlange in mm

s = Materialstarke in mm

Bei parallel liegenden Schneidkanten von Stempel und

Matrize berechnet sich die benotigte Scherkraft wie folgt:

F=TaBmax'|.S
Berechnungsbeispiel:

Stanzen eines Lochs @: 8,5 mm in 1,5 mm starkes
AlMg 5 halbhart

(TaBmax =240 N/mmz)

F=85mmeme 1,5mm e 240 N/mm?
F=9608,4 N ~ 9,6 kN

Durch Schrdg- oder Wellenschliff kann die bendtigte
Schneidkraft reduziert werden.

Schnittspiel:

Als Faustregel kann man ansetzen, dass das Schnittspiel 10% von der Materi-
alstarke s betragen sollte. Das Werkzeugsystem W 14 wird mit einem Standard
Schnittspiel von 0,1 mm ausgeliefert. Insbesondere bei weichen Materialen,
Kunststoffen und diinnen Folien muss das Schnittspiel angepasst werden.

|

F
L]
2 L 4 4 s
d Stempel-Nenn @ d 3 p— VRN
%2 S V2 S E?;;t?;zrlauf bei parallelen Schneidkanten
r /] S F -7 \
f Materialstérke s Pp% e Ch — |__| . s
i
Bt
Kraftverlauf bei schrag geschliffenen Schneidkanten
Materialauswahl mit Scherfestigkeit Tagmax in N/mm?
Aluminium Al 99 weich 60 - 80 Vergltungsstahl Ck 22 340 - 400
Al 99 halbhart 60 -100 Ck 35 400 - 480
Alu-Legierungen Al Mo 3 weich 150 - 200 Ck 45 480 - 580
Al Mg 5 weich 190 - 210 Ck 60 560 - 680
Al Mg 5 halbhart 200 - 240 Rostfreier Stahl V2A 600 - 900
Al Mg 7 weich 240 - 280 Federbandstahl hart 800 -1200
Al Mg 7 halbhart 280 - 320 Messing Ms 58 300 - 450
Stahl-Feinblech TSt10 220 - 400 Kupfer Cu 200 - 230
Usti12 220 - 340 Polyvinylchlorid weich | PVC 1 20-180
ust142 80 - 320 Polyvinylchlorid hart | PVC 160 - 250
Baustahl St 37 300 - 360 Epoxy (Printmaterial) 180 - 300
St 50 400 - 480 Hartpapier 70 -90
St 60 480 - 580
St70 560 - 680

7 // 54 Technische Anderungen vorbehalten



H
Werkzeugsystem Grundlagen / W14 Ips
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@ 0,8-1,9 mm @ 2,0-2,9 mm @ 3,0-3,9 mm @ 4,0-49 mm  PressenstoBel

W 14-20
G:ﬂ

-30
I:I:ﬂ | —|

|
R

W 14-50

@5,0-13,8 mm
W 14-126 -

Matrize
@ 0,8-25,0 mm

J 14-25 mm

-~

Matrizenplatte
im Lieferumfang
aller Pressen

Stufung 0,0/0,2/0,5/0,8
W 14-1450 (5,0) bis
W 14-14138 (13,8)

Abstreifer
W 14-126 rot
(Federweg 33%)
W 14-126 braun
(Federweg 20%)

g ]
.. 55
i 1]

©
Rundlochwerkzeuge @ 0,8 - 5 mm
21 20,8-1,9 @2,0-2,9 @3,0-3,9 34,0-4,9
Stempel Stempel Stempel Stempel
Stufung 0,1 mm Stufung 0,Tmm Stufung 0, Tmm Stufung 0,Tmm
W 14-298 W 14-316 bis W 14-426 bis W 14-536 bis
bis W 14-215 W 14-325 W 14-425 W 14-550
Stempelhulse Stempelhulse Stempelhulse Stempelhulse
W 14-20 W 14-30 W 14-40 W 14-50
Abstreifer Abstreifer Abstreifer Abstreifer
W 14-125 @ 3 W 14-125 @ 3 W 14-125 @ 5 W 14-125 @ 5
Matrizen Matrizen Matrizen Matrizen
W 14-3508 bis W 14-3516 bis W 14-3526 bis W 14-3536 bis
W 14-3515 W 14-3525 W 14-3535 W 14-3550
Rundlochwerkzeuge @ 14 - 25mm
Stempel 214, Stempel

Stufung 0,0/0,2/0,5/0,8
W 14-1450 (5,0) bis
W 14-14138 (13,8)

Abstreifer
W 14-126 rot
(Federweg 33%)
W 14-126 braun
(Federweg 20%)

Stufung 0,0/0,2/0,5/0,8
W 14-1450 (5,0) bis
W 14-14138 (13,8)

Abstreifer
W 14-126 rot
(Federweg 33%)
W 14-126 braun
(Federweg 20%)

Matrizen Matrizen
W 14-3550 bis W 14-3550 bis
W 14-35138 W 14-35138
Vierkant- und Rechteck-Schnittgarnituren
Stempel Lo Stempel

Stufung 0,0/0,2/0,5/0,8
W 14-1450 (5,0) bis
W 14-14138 (13,8)

Abstreifer
W 14-126 rot
(Federweg 33%)
W 14-126 braun
(Federweg 20%)

Matrizen Matrizen
W 14-3550 bis W 14-3550 bis
W 14-35138 W 14-35138
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Werkzeugsystem ips DQ

B Werkzeugtechnik

Bandschneide-Werkzeug

bis 50 oder 100 mm Breite

Winkel-Trennwerkzeug

umstellbarer Trennstempel
max. Schenkel-Schnittlange 40 mm

Profilschienen-Stanzwerkzeug mit 10 steckbaren Zentriereinsatzen

Stangenanschlag

Abstreifer

Matrize und Stempel nicht im
Lieferumfang enthalten.

Profil-Trennwerkzeug N m

Grundwerkzeug mit Trennplatteneinsatz
Trennform fur Tragschienen NS 15 und
NS 35/75 Stahlausfihrung nach DIN

EN 50045 und DIN EN 50022.

Bei Bestellung bitte Profilform angeben

Biegewerkzeug

Norm-Biegungen 90°
Sonder-Biegewinkel oder -Biegeformen
nach Kundenangaben

Gesamtbreite 60 mm oder 120 mm.
Bitte angeben.

Werkzeuge fur Schilder- und Front-
plattenfabrikation R3/5/8/10 oder
R5/10/15/20

7 // 56 Technische Anderungen vorbehalten



Werkzeugsystem W14

B Werkzeugtechnik

90° Ausklinkwerkzeug

=

komplett mit einstellbaren
Schwenkanschlagen

Fur Alucobond-Verarbeitung
Mit 2 auswechselbaren
Stempeln & 5,3

Kombi-Eckstanzwerkzeug

max. 20 | 455
-

4 Anwendungs-
moglichkeiten

mazx. 20
=

kompl. mit Anschlagen fur
4 Anwendungen
Universelles Ecken-
Bearbeitungswerkzeug fir
Al/St/V2A

Normanschlag Stangenausfiihrung Typ: Z-100

g —

x-Achse 250 mm ohne Skala
y-Achse 40 mm ohne Skala

Normanschlag Plattenausfiihrung Typ: Z-101

_»>

L
—— —F L F¥
I L
1 I T Ir
‘_——_[@__1:3__ -
3 b

x-Achse 250 mm ohne Skala
y-Achse 40 mm ohne Skala

Koordinaten-Anschlage

Nr. Z-102

Nr. Z-111-1

Nr. Z-110-300
Nr. Z-120-520

20

Nr. Z-121-255

x-Achse 300 mm Z-110-300
x-Achse 520 mm Z-120-520
y-Achse 120 mm Z-111-120
y-Achse 255 mm Z-121-255

7 /] 57

Technische Anderungen vorbehalten




IFH" | i

’u!l\ [ ||]
‘m —

@6)







Partner Programs //

ENT PUNCHING SOLUTIONS

!

ips-werkzeugtechnik gmbh // +49(0)7635/3155-800 // info@ips-werkzeugtechnik.de // www

.'iﬁslwerlizi f iteeiijk.de



O + GID Gl B I

yr wiy ¥ B B @



iDS O

B Werkzeugtechnik

ips-werkzeugtechnik gmbh
T +49(0)7635/3155-800
F +49(0)7635/3155-880

info@ips-werkzeugtechnik.de
www.ips-werkzeugtechnik.de

BUroj0DDo






