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‘ 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
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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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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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All rights to technical modifications reserved.




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,
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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 //

 — .
= O
'F*Jl/ L b




||
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.
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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.
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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.



Description

IDS O

B Werkzeugtechnik

®

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.
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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
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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
B Werkzeugtechnik

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.

All rights to technical modifications reserved.



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 