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§ LIME

Thick Turret 85 Standard Series

s LIME Thick Turret 85 Standard Series

‘Within 12. 7mm Diameter)

S

ithin 31. 7mm Diameter)

Striking Head Bolts M5%16 “ AStriking Head Bolts M5*16

(]
Striking Head o
Striking Head
Spring

Spring

Stop Ring
O Shape Ring

6,02

Upper Mold Full Set

Upper Mold_Full $et Stop Ring

. Standard Punch Head
O Shape Ring

G',0¢C

Punch Head Guide Button
Standard Punch Head

Punch Head Guide Button

Punch Head Guide Button Full Set

Guide

Full Set

Standard Lower Die
30
D ——

—_ 47. 62
Standard Lower Di

Lower Die Dowel

01
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Full Set JAY-1010 Round RO d % Standard punch head grinding length 4-5mm ! Full Set JAY-1010 Round Standard punch head grinding length 4-5mm

¥ After grinding the punch head, adjust the | % After grinding the punch head, adjust the
Upper Die Full Set| ZAY-2010 Square SQ striking head to the original height. : Upper Die Full Set| ZAY-2010 Square striking head to the original height. :
1 1
Punch Head | ZAY-1001 Rectangle | RE *  Guide standard keyway is 0%, 90° . i Punch Head | ZAY-1001 Rectangle | RE X Guide standard keyway is 0° , 90° . E
¥ Square guide generally is 0° , 135° . 1 ¥ Square guide generally is 0° , 135° . 1
Guide 7ZAY-1002 Oval Shape | OB i . Guide ZAY-1002 Oval Shape| OB f ° :
i % The full set includes upper dies group - i X The full set includes upper dies group :
Standard Lower Die | ZAY-1003 Double-D WD ! and lower die. ! Standard Lower Die | ZAY—1003 Double-D WD ! and lower die. ¢
r . . ) . ' Vo, . . . . 1
Stop Ring JAY-10060 SinpteD D : X The upper'd}es group 1nclgdes. guide, punch: Stop Ring JAY-10060 Single-D D : % The upper‘d}es group 1nclgdes. guide, punch
' head, striking head & spring group. ! ’ head, striking head & spring group. !
Striking Head | ZAY-10061 Socket SP i Max Thickness: : Striking Head | ZAY-10061 Socket Sp . Max Thickness: :
1 . 1 1 . i

1 — 1 —

Spring ZAY-10062 Hex ST : Medium carbon steel plate 4 5mmI; Spring AY-10062 Hex ST : Medium carbon steel plate 4 5mm':
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LIME Thick Turret 85 Standard Series Thick Turret 85 Standard Series § LIME

(€ Station (Within 50.8mn Diameter)

(Within 88.9mm Diameter)

Striking Head
I Bolts

Dish Shape Spring Dish Shape Spring [
i

Guide Set

Decoration Sleeve Striking Guide Pole

Washer
Guide Main Body
Upper Dies Full|Set Guide Key
pp Guide /
_ ] Screw
Punch Head Bolts
Elastic Clip Punch Head
Full Set Impact Particle
Stripper
1 ool Screy
LIRS, T | ¢
Standard Lower Die
= ower Die
- X Standard punch head grinding length 4-5mm % Standard punch head grinding length 4-5mm
¥ After grinding the punch head, adjust the ¥ After grinding the punch head, adjust the

striking head to the original height.
Guide standard keyway is 0° , 90° .

striking head to the original height.
P X Guide standard keyway is 0° , 90° .

+ ¥ Square guide generally is 0° , 135° . ¢+ ¥ Square guide generally is 0° , 135° .

| X X

: head, striking head & spring group.

: Max Thickness:

I

Medium carbon steel plate 4-5mm

|

: head, striking head & spring group.

: Max Thickness:

I Medium carbon steel plate 4-5mm

1 1
I I
I I
I I
I I
I I
I I
I I
I I
The upper dies group includes: guide, puncH The upper dies group includes: guide, punCH
I I
I I
I I
| |
] ]

Full Set 70Y-3020 Full Set 70Y-3020 Round RO %“’d
Upper Dies Full Set | ZCY-3011 Square SQ H Upper Dies Full Set | ZCY-3011 Square SQ EE
Punch Head | ZCY-3001 | Rectangle | RE [T Punch Head | ZCY-3001 | Rectangle | RE [T
Stripper Z0Y-3002 | Oval Shape| OB C ot Stripper Z0Y-3002 | Oval Shape| OB C i
Standard Lower Die | ZCY-3003 Double D | WD & Standard Lower Die | ZCY-3003 Double D | WD o5
Guide Group | ZCY-30060 | Single D | SD 1 Guide Group | ZCY-30060 | Single D | SD {}I
Guide Main Body| ZCY-30061 |Socket Shape | SP . Guide Main Body | ZCY-30061 |Socket Shape | SP Tl
Dish Shape Spring| ZCY-30062 | Hex ST &£l Dish Shape Spring| ZCY-30062 | Hex ST &£l
03 www.lime.press info@lime.press 04




s LIME Thick Turret 85 Standard Series Thick Turret 85 Blow Standard Series $ LIME
 E Station (

Vithin 114.3mm Diameter)

. Striking Head
Dish Shape Spring

Blow Punch Head

Within 12.7mm Diameter)

Guide Group

Upper Dies Full Set

L Stop Ring
Upper Mold Full Set |
Full Set
Blow Guide ,
Full Set
Blow Holes

- % Standard punch head grinding length 4-5mm |
% After grinding the punch head, adjust the :
striking head to the original height. :
¥ Guide standard keyway is 0° , 90° . :
%  The full set includes upper dies group |

and lower die. :
: % The upper dies group includes: guide, puncﬂ
: head, stripper. :
| :
1

Blow Lower Die

Max Thickness:

. Medium carbon steel plate 4-5mm y
1
_ :
1
1
d ¥ It has the function of lubricating and i
Full = Round RO Full Set 7AQ-1010 Round RO %
ull Set A oun % cooling punch, and can restrain the sticking .
s Tr < 1
Upper Dies Full Set | ZEY-5011 Square SQ ; Upper Die Full Set | ZAQ-1011 Square SQ _[ phenomenon of knife edge. :
= = % Prevent waste material from jumping and '
Punch Head 7EY-5001 Rectangle| RE l;‘f‘ Blow Punch Head| ZAQ-1001 Rectangle RE ‘;L{” strip. E
T T - . . . !
Stripper 7EY-5002 Oval Shape | OB B Blow Guide | ZAQ-1002 Oval Shape | OB Q[ i % Extend the service life of punch, with |
'*“i; — . heat dissipation function. '
Standard Lower Die | 7ZEY-5003 Double D | WD @j Blow Lower Die | ZAQ-1003 Double-D WD @f | ¥ The whole set of mould includes upper die |
. ) = Stop Ri 7AQ-10060 SineleD s {}7 - combination and lower die. :
Guide Group | ZEY-50060 Single D | SD o op King ingle i i % The upper dies group includes: guide, punch
— 1 P . 1
- ] i . ==+ head, striking head & spring group. \
Guide M Bod £ Socket Sh SP il Striking Head |[ZAQ- 10061 Socket SB ! - ;
uide Main Body | ZEY-50061 ocket Shape Ul g Ug i Mazx Thicknegss :
- ) - . ;
Dish Shape Spring| ZEY-50062 Hex ST Q}_{« Spring ZAQ-10062 Hex ST @J\ ' Medium carbon steel plate 4-5mm !
www.lime.press info@lime.press
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LIME | Thick Turret 85 Blow Standard Series Thick Turret 85 Blow Standard Series s LIME

(Within 31.7mm Diameter) (Within 50.8mm Diameter)

Striking Head : ] S

Dish Shape Spring Guide Set

Spring

Guide Main Body

Upper Mold Full Set

Upper Dies Full Set

Blow Punch Head

Blow Guide
Blow Punch Head

Blow Holes

Full Set Full Set

Stripper

Standard Lower Die

Blow Lower Die

_ - ---------------------------- \ _ - ---------------------------- \

1 1
1 B
1 ]
1 ]
-~ % It has the function of lubricating and : o4 ¢ It has the function of lubricating and :
Full Set 7BQ-1010 Round RO {3%} cooling punch, and can restrain the sticking - Full Set 2€Q-3010 Round RO {3%} cooling punch, and can restrain the sticking |
7 phenomenon of knife edge. 1 T phenomenon of knife edge. !
Upper Die Full Set| ZBQ-1011 Square SQ 0 : pper Die Full Set| ZCQ-3011 Square SQ [::E :
— % Prevent waste material from jumping and i — X Prevent waste material from jumping and "
Blow Punch Head | ZBQ-1001 Rectangle | RE I;I_% strip. P i Blow Punch Head| 7093001 Rectangle RE l;l_% Cin Jumping i
- 1 — 1
Guide 7BQ-1002 Obround | OB C Ok i % Extend the service life of punch, with : Stripper 700-3002 Obround | OB C Dk | % Extend the service life of punch, with |
‘*ﬁr4¥ | heat dissipation function. - - = i heat dissipation function. -
: = = 1 i - 2 1 i
Blow Lower Die | ZBG-1003 Bt ] O ﬁjiﬁ i X The whole set of mould includes upper die E Blow Lover Die | 7¢q-3003 o )Gl ﬁﬂEﬁ i X The whole set of mould includes upper die !
: : 1 ! combination and lower die. 1 ; : 1 ' combination and lower die. 1
Stop Ring 7ZBQ-10060 Single D SD ! 1 Guide Set 7CQ-30060 Single D SD E}s 1
iEi?J 1 % The upper dies group includes: guide, punchi § *fgﬂl . % The upper dies group includes: guide, punch
Striking Head | ZBQ- 10061 | Socket Shape | SP ) : head, striking head & spring group. : Guide Main  |7CQ- 30061 |Socket Shape| —SP 1 : head, striking head & spring group. :
= ' Max Thickness: : —~ i+ Max Thickness: !
Spring ZBQ-10062 Hex ST @J\ i Medium carbon steel plate 4-5mm | Dish Shape Spring| 7CQ-30062 Hex ST @J‘ \___Medium carbon steel plate 4-5mm ;
www.lime.press info@lime.press
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[ s LIME Thick Turret 85 Blow Standard Series Thick Turret 85 Blow Standard Series § LIM

Dish Shape Spring

Guide Set

Guide Set

Guide Main Body

Upper Dies Full|Set L
Guide Main Body

Blow Punch Head

Upper Dies Full|Set

Blow Punch Head Full Set

Full Set

Stripper

- % It has the function of lubricating and E
cooling punch, and can restrain the sticking
phenomenon of knife edge.
%  Prevent waste material from jumping and
strip.
%  Extend the service life of punch, with
heat dissipation function.
% The whole set of mould includes upper die
combination and lower die.

Standard Lower Die

\
|
|
|
|
|
|
|
|
|
|
% The upper dies group includes: guide, punch
head, striking head & spring group. :
|
|
|
/

|
|
|
I Max Thickness:
|
\

Medium carbon steel plate 4-5mm

1
"
]
= It has the function of lubricating and ' =
Full Set ZDQ-4010 Round RO % cooling punch, and can restrain the sticking ! Full Set ZEQ-5010 Round RO %
[ phenomenon of knife edge. 1 [
Upper Die Full Set| ZDQ-4011 Square 5Q D : Ppper Die Full Sef] ZEQ-5011 Square SQ il
= % Prevent waste material from jumping and : =—
Blow Punch Head| ZDQ-4001 Rectangle | RE T strip. : Blow Punch Head| ZEQ-5001 Rectangle | RE [k
£ I =
Stripper ZDQ-4002 Obround | OB C ¢ i % Extend the service life of punch, with : Stripper ZEQ-5002 Obround | 0B C F
‘*ai: | heat dissipation function. . ‘*37_“
B - s 1 . = 1
Blow Lower Die | ZDQ-4003 Double D| WD EB; ' % The whole set of mould includes upper die E Blow Lower Die | ZEQ-5003 Double D| WD @j
. . 7 t combination and lower die. 1 5
ZDQ-40060 SD 1 1 i ZEQ-50060 i SD 3
Guide Set Sengle T = }r' : % The upper dies group includes: guide, punchE s sngle D <£4.l
GuidelMain ZDQ- 40061 |Socket Shape| SP Ea]’}) : head, ‘str1k1ng head & spring group. | Guide Main ZBQ- 50061 |Socket Shape| SP o ,%
4 ' Max Thickness: ! -
Dish Shape Spring| ZDQ-40062 Hex S Pl i Medium carbon steel plate 4-5mm | Dish Shape Spring| ZDQ-50062 Hex = Pl
www.lime.press info@lime.press
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$ LIME

(Within 12. 7mm Diameter)

$ LIME

Thick Turret 85 Fast Change Series Thick Turret 85 Fast Change Series

(Within 31. 7mm Diameter)

F

:'\'\\\\N‘

e 224

P

Adjustable Spring Set
Adjustable Spring Set

L VVVRRRIEEN,

Standard Guide

Standard Guide

Standard Lower Die

Standard Lower Die

47.62

- ---------------------------- | _ - ---------------------------- \

1 1
1 1
1 ]
1 1
B % Standard structure dies and international ; od ¥ Standard structure dies and international :
Full Set ZAK-1010 Round RO % mainstream brands exchange and match ! Full Set ZBK-1010 Round % mainstream brands exchange and match J
I X The standard keyway of guide sleeve is - . 7[ X The standard keyway of guide sleeve is !
. o L & — S = 1
Upper Die Full Set| ZAK-1011 Square SQ gﬁ 0%, 90 ° By default ! Upper Die Full Set| ZBK-1011 Square Q ] 0°, 90 ° by default :
Punch Head | ZAK-1001 Rectangle | RE [ T X After grinding, the punch should be i Punch Head | ZBK-1001 Rectangle | RE ) % After grinding, the punch should be :
i adjusted to the original height ! S adjusted to the original height :
- T ; : T .
Guide 7ZAK=1002 Oval Shape| OB i ' % The full set includes upper dies group E Guide ZBK-1002 Oval Shape | OB Qf ! % The full set includes upper dies group E
7 1 and lower die. ' T ! and lower die. 1
Standard Lower Die | ZAK-1003 Double-D WD i : : Standard Lower Die | ZBK-1003 Double-D WD @f : :
== | % The upper dies group includes: guide, punch el - ¥ The upper dies group includes: guide, punch
Stop Ring ZAK-10060 Single-D SD % ! head, striking head & spring group. - Stop Ring ZBK-10060 Single-D SD {B% ' head, striking head & spring group. i
ooy 1 T I
e ! . 1 P ! . ]
Striking Head | ZAK-10061 Socket SP ! . Max Thickness: - Striking Head | ZBK-10061 Socket SP /i i Max Thickness: :
- 1 1 _ 1 1
= i 7 - A i s -

Spring ZAR-10062 Hex ST &l : Medium carbon steel plate 4-5mm | Spring TBK-10062 Hex - &l i Medium carbon steel plate 4-5mm ,:

www.lime.press info@lime.press
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§ LI M E Thick Turret 85 Fast Change Series Thick Turret 85 Fast Change Series s LI M E

(Within 50. 8mm Diameter)

88. 9mm Diameter)

Spiral Clasp Striking Head————— - Spiral Clasp

Striking Head —— | ]
Button — == Button

e Decoration Sleeve Bolt
Decoration Sleeve—" |- Bolt =
- , — Adjusting Shaft
Adjusting Shaft Sntring Adjusting Body
Adjusting Body ~0_| Upper Die Body
Upper Die Body Bolt Disc Spring Seat
Washer
Disc Spring Seat Bolt
\Bolt
Washer Guide Key
Guid
. BOlt HLog BOlt
Guide Key Bolt’////
Flexible Card
Guide
Bolt
Bolt Punch Head
Flexible Card
Extruding Particle
Punch Head
Stripper

Extruding Particle

Stripper ' ii Lower Die

‘ ‘i o

I R P | [t [ e s [p | oo | |
1 1
1 1

= %  Standard punch edge grinding length: 5-8mm ; = % Standard punch edge grinding length: 5-8mm
y ' Full Set . Round % S . o
BUlL Swit JCR-1010 o i {%%} % Dies adjustment without gasket, convenient | ! ¢ ADE-I010 oun H % Dies adjustment without gasket, convenient |
. 1 L4 1
Upper Die Full Set| ZCK-1011 Square SqQ [E and quick : Upper Die Full Set | ZDK-1011 Square SQ Ij and quick !
— . % The standard keyway of guide sleeve is 0 ° , | == = % The standard keyway of guide sleeve is 0 “,:
Punch Head | ZCK-1001 Rectangle | RE [T 90 ° , with good adaptability : Punch Head | ZDK-1001 Rectangle | RE [k 80 %, with good sdaptability :
T ! ol . . % !
Stripper 7CK-1002 Oval Shape| OB C_ ¢ i % The full set includes upper dies group : Stripper ZDK-1002 Oval Shape| OB C_ D : ¥ The full set includes upper dies group '
== - i 1 L ! and lower die. 1
5 i and lower die. ! : = - :
S U ) Roihiesl i et i % The upper dies group includes: guide, punch i el luwilial| EHEI0S DeuleD L ﬁjiﬁ E % The upper dies group includes: guide, punch E
Ciidel Sei 7CK=10060 SingleT) sp *EE>% E head, striking head & spring group. ' Guide Set 7DK-10060 Single D D % E head, striking head & spring group. !
ey 1 = 1
—a—1_ ! . 1 gl 1 . I
Guide Main | ZCK-10061 Socket | SP /] i Max Thickness: : Guide Main | ZDK-10061 Socket | SP ! + Max Thickness: ;
= ! G 1 _ 1 . 1

- 1 — - 1 —

e e on o o)  Medium carbon steel plate 4-5mm ! R [P Hox . )  Natdium earion steal plate: d-mm |

www.lime.press info@lime.press
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§ LIME Thick Turret 85 Economic Series Thick Turret 85 Economic Series § LIME

it Punch Head

thin 6mm Diameter)

— C Punch Head Seat
— = Bolt
< ~ Striking Head
£ Linear Spring

Split Blade

Stop Ring

Punch Needle Holder

1t Punch Head

Punch Needle Bolt

Round Upper Die Set

Punch Needle Extruding Pole

Tip Punch Needle £ D Punch Head Seat
H——— 0 Shape Ring
+—— Standard Guide N

Split Blade

IIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIIII IIIIIIIIIIII ---------------------------- | | :
% The punch needle can be replaced separately
Full Set ZAJ-1010 Striking Head ZAJ-10063 only for round hole
Upper Die Full Set ZAJ-1011 Spring ZAJ-10064 i
% Suitable aperture range is 1.0-6.0mm
Punch Head Seat ZAJ-1001 E Punch Head Seat
3 When the aperture size is close to the
Punch Pin ZAJ-1002 i following limit values, it shall be selected:
—— ZAT-1003 Aluminum Plate (T plate thickness) 0. 75T

Carbon Steel Plate 1T
Guide ZAJ-10060

- - -

Stainless Steel Plate 2T
Standard Lower Die ZAJ-10061 Maximum plate thickness 3
Stop Ring ZAJ-10062 'medium carbon steel plate 3.0Omm
B e e S B S e e RO s Split Blade
www.lime.press info@lime.press
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IME Thick Turret 90 Economic Series Thick Turret 90 Economic Series § LIME

(Within 12. 7mm Diameter)  (Within 31.7mm Diameter)

Fast Replacement
Striking Head Set
Fast Replacen
Striking Head

Punch head
Punch head
Universal Guide
Universal Guide— Stripper ———s==m=—5,
s ——Stripper
—— Lower Die Lower Die Eﬂ
Stripperm Stripper —— TR e

mswetions struetions ‘
_ 3 Standard punch edge grinding length: 5-8mm, _

% Standard punch edge grinding length: 5-8mm,

Full Set ZWA-1010 Round | RO @“ application cost lower 60% Full Set ZNB-2010 Round %“’d application cost lover 60%
% Dies adjustment without gasket, convenient :
Upper Die Full Set| ZWA- 2010 Square SQ l:E’ s agirt ak Upper Die Full Set| ZWB-2011 Square sQ l:E X Dl(.BS adjustment without gasket, convenient
— % Th dard k f guide sl is0° = and quick
= Rectangl t g shantard Seygay bl gulle slseve 1s ’ = B % The standard keyway of guide sleeve is 0 ° ,
Punch Head | ZWA-1001 ectangle | RE | 90 ° . 135 ° . with good adaptability Punch Head | ZWB-2001 Rectangle | RE T

90 °, 135 °, with good adaptability

¥ Guide is made of high—quality steel with

Universal Guide| ZWA-1003 Oval Shape| OB ) :
long service life

J

5

Universal Guide| ZWB-2003 Oval Shape| OB

4

&

long service life

T T R e W O T W e I o e

v
i
1
]
1
I
:
1
1
I
1l
1
i
b
1 % Guide is made of high—quality steel with :
1
1
1
1
1
!
Il
H
]
B
Il
:
Il
l

i i
Yi : & 3 5 1 :
Stripper ZWA-1004 Double-D WD @j ! % The whole set of mould includes upper die se Stripper ZWB-2004 Double-D WD EBj | % The whole set of mould includes upper die set
== i+ and lower mould — i and. Tower mould
. i 1 . o s s & T 1
Standard Lower Die | ZWA-1005 Single-D SD j% ! 2 The upper die set includes: universal guide, Standard Lower Die | ZWB-2005 Single-D SD _% ' % The upper die set includes: universal guide,
=—=m v punch head, stripper and striking head set == ! punch head, stripper and striking head set
Slug Free Die | ZWA-1006 Socket SP ! . . . Slug Free Die | ZWB-2006 Socket SP 3 . 5
U__l i Maximum plate thickness: U_—' :Maxlmum plate thickness:
Striking Head Set| ZWA-60062 Hex ST i ;medlum carbon steel plate 3—4mm Striking Head Set| ZWB-60063 Hex ST T |med1um carbon steel plate 3—4mm
www.lime.press info@lime.press
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LI ME Thick Turret 90 Economic Series Thick Turret 90 Economic Series § LIM

(Within 50. Smm Diameter)

~(Within 88.9mm Diameter)

Guide Set 1 |B==———— Disc Spring
Disc Spring
Guide Set
N Upper Die Full Set
— - Guide Main
Upper Die Full Set N -
— Full Set ,

———  Stripper < g

Punch Head

Full Set

Standard Lower Die

é Stripper

Standard Lower Die

- % Standard punch edge grinding length: 5-8mm
% Dies adjustment without gasket, convenient
and quick
% The standard keyway of guide sleeve is 0 °
90 ° , with good adaptability

‘ % Guide is made of high—quality steel with
long service life

*  The whole set of mould includes upper die s
and lower mould

I
1
]
I
| % The upper die set includes: guide set,
1
I
I
I
\

t

punch head, stripper
Maximum plate thickness:

o Rl o R o Nl i B i

]
1
'
. . . 1
Full Set WC-3020 Rotnd RO %‘Dd % Standard punch edge grinding length: 5-8mm : Full Set 7WD-4020 Roumd RO %‘Dd
] ¥ Dies adjustment without gasket, convenient | i
Upper Die Full Set| ZWC-3011 Square SQ l:ﬁ’ and quick : Upper Die Full Set | ZWD-4011 Square SQ l:L
= ¥ The standard keyway of guide sleeve is 0 ° , | =
Punch Head | ZWC-3001 Reotangle| KB & 90 ° . with good adaptability i Punch Head | 7WD-4001 Rectangle | RE |
. 7 . % Guide is made of high—quality steel with : ; 1
o L St . L
Stripper | 2003002 | oval Shape] OB &) g % fnills 1uxale : vipper | ZD-4002 | Oval Shape| OB C i
T 1 . . § s
Standard Lower Die | ZWC=3003 Double-D WD % : %  The whole set of mould includes upper die sef Standard Lover Die | ZWD-4003 Double-D WD j
SR . and lower mould : EEr
Guide Set 7WC-3005 Single-D | SD % , % The upper die set includes: guide set, - Guide Set 7WD-4005 Single=D! | SD %
e i punch head, stripper - —
Guide Main | ZWC-3006 Socket | SP |/t ' Maximum plate thickness: l Guide Main —{ 7H1-4006 Socket | SP \_Jt
1
Disc Spring | ZWC-60064 Hex ST B vmedium carbon steel plate 4mm : Disc Spring | ZWD-60065 Hex ST ass
= l\ -------------------------------------- ,l -

www.lime.press info@lime.press
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| LIME Thick Turret 90 Economic Series Thick Turret M-90 Series § LIME

IR Diancter)

. Diameter)

Disc Spring————— Guide Set
N Fast Replacement
Striking Head Set
i i — ] Adjust Button
Guide Main Upper Die Full Set
Punch Head
Punch Core
Full Set

Punch guide key

= S
| 3
3 Standard Lower -

-X Standard punch edge grinding length: 5-8mm “I
% Dies adjustment without gasket, convenient
and quick :

¥ The standard keyway of guide sleeve is 0 ° , |

90 ° , with good adaptability :

¥ Guide is made of high—quality steel with :

+long service life !
1

I

I

I

I

I

I

I

]

I

- % Standard punch edge grinding length: 5f8mm,\

application cost lower 60%

% Dies adjustment without gasket, convenient
and quick

%  The standard keyway of guide sleeve is 0 °
90 ° 135° , with good adaptability

% Guide is made of high—quality steel with
long service life

»¢  The whole set of mould includes upper die set
and lower die

)

|
|
|
|
|
|
I
|
|
|
|
|

Universal Guide
% The whole set of mould includes upper die set
and lower die

% The upper die set includes: guide set,

punch head, stripper

Maximum plate thickness:

medium carbon steel plate 4mm

% The upper die set includes: universal
guide set, punch head, stripper and fast
replacement striking head set

Maximum plate thickness:

medium carbon steel plate 3—4mm

Strippcr—g _

1
1
|
1
1
1
|
|
1
1
\

|
|
|
|
|
|
|
|
|

Full Set ZWE-5020 Round | RO %‘“ Full Set ZMA-1010 Round | RO %‘M

Upper Die Full Set| ZWE-5011 Square sQ Eﬂ S F Upper Die Full Set| ZMA-2010 Square SQ I;E
Punch Head | ZWE-5001 | Rectangle| RE [T P Punch Head | ZMA-1001 Rectangle | RE |
Guide ZWE-5002 Oval Shape| OB Q} Guide ZMA-1002 Oval Shape| OB Q}

Standard Lover Die | ZWE-5003 Double=D | WD 63% Standard Lover Die | ZMA-1003 Double-D | WD _J
Stop Ring ZWE-60066 Single-D | SD { [ Stop Ring ZNA-10060 Single-D | SD ]
Striking Head | ZWE-60067 Socket SP @ Striking Head | ZMA-10061 Socket SP i
Spring ZWE-60068 Hox ST @‘ Spring ZMA=10062 Hex ST Q}'

91 www.lime.press info@lime.press 99




S LIME Thick Turret M-90 Series Thick Turret W-85 Series § LIME

(Within 12. 7mm Diameter)

‘Within 31. 7mm Diameter)

% Guide is made of high—quality steel with
long service life

Fast Replacem Sori
Striking Head S pring
. Stop Ring
Upper Die Full Set

7 Do

(e)

>3

(2]

=

Ef

i Punch Head
Punch Core
Punch guide key Full Set Guide
I
I
% Dies adjustment without gasket, convenient : |
and quick |
Position K ¥ The standard keyway of guide sleeve is 0 ° : L
osition Key 90 ° 135° , with good adaptability : I

I
I
I

Disassembly Button Standard Lower Die

and lower die

% The upper die set includes: universal
guide set, punch head, stripper and fast
replacement striking head set

Maximum plate thickness:
medium carbon steel plate 3—4mm

Universal Guide

_ _ \
i
1
1
"
B ——— Stripper . @d % Standard punch edge grinding length: 4-bmm !
Full Set AIF1010 Hoad = SUEL it Round X After grinding the punch edge, adjust the i
) [ e (o i i
Upper Die Full Set| ZMB-2010 Siars sQ [::L Upper Die Full Set| ZWA-8011 Square $Q striking head to the original height !
[i—ﬂ _ % The standard keyway of guide sleeve is 0 °
: Punch Head ZMB-1001 i v i - :
Lower Die g sty Rectangle | RE .*a;.‘? Punch Head Rl Rectangle iR ‘l;l’l >E<30 The keyway for square guide is normally 0° E
s 1 T o

Guide ZMB-1002 Oval Shape| OB Qf Guide ZWA-8002 Ovall Shaps| OB ¥ ;oo 135 ) .-

a_l = : % The whole set of mould includes upper die s?t
Standard Lover Die | ZMB-1003 Double-D | WD 5! Standard Lover Die | ZWA-8003 Double=p | WD @% i and lover die ;
— ot ;% The upper die set includes: universal :
Stop Ring ZMB-10060 Single-D SD {}% Stop Ring 7WA-80066 Sirgle=D SD {}% i guide set, punch head, stripper and striking :
S = ,  head set :
Striking Head | ZMB-10061 Socket Sp : Striking Head | ZWA-80067 Sp ] : : : . :
L = £ oslliepued Socket \J ¢ Maximum plate thickness: :

- = 1 -4
Spring ZMB-10062 Hex ST @[ i TWA-80068 Hex ST {B;% : medium carbon steel plate 5mm E
www.lime.press info@lime.press
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s LIME Thick Turret W-85 Series Thin Turret Mould Series LIME

ithin 31. 7mm Diameter)

(Diameter Between 1.6-15. Smm)

Striking Head

Bolt
Striking Head
Spring Sleeve — Spring
Spring [
Upper
Die
Full Bolt—r
Set
: B
Stop Ring ™~ .
o ——Guide
7 E
Guide Key
Punch Head ———— Punch Head
I ———Guide Key
Guide— Full
Set Connection Ring ﬂ—iStri
S pper

Standard Lower Die :
Lower Die

_ - ---------------------------- | _ ---------------------------- |
% The guide assembly of the die is a general

: 1
s 1
i 1
! 1
% Standard punch edge grinding length: 4-5mm 1 1
N od !

Full Set ZWB-8030 Round RO % % After grinding the punch edge, adjust the E Full Set ZBY-1010 Round RO @W p.art, only.the stripper need§ to be replaced i
. z triking head to the original height ! \ % The price of punch head is low, and the i
Upper Die Full Set ZWB-8031 o SQ l:[m S 1 : 7BY-1011 & l:lg -y 1
i = _ % The standard keyway of guide sleeve is 0 ° , | bR e el Square . - l.ength ?f grinding e(%ge can reach.6ml.n :
Punch Head ZWB-8001 Rectangl RE L 90 ° ! ZBY-1001 RE n ¥ It is easy to adjust after grinding and no
cetans’e = % The keyway for square guide is normally 0° E Blow Punch Head Rectangle =t gaskets are needed. i

Guide gt 0B C i 17 1307 : ' 7BY-1002 0B ' i % The whole set of mould includ di
Oval Shape = EX The whole set of mould includes upper die set; vl Oval Shape = i and 1szrOd€i)ese o e e e Seﬂ'
Standard Lover Die | ZWB-8003 Double-D WD ’ 1 and lower die : : 7BY-1003 WD 1L : :
ome '*“‘_\_ | % The upper die set includes: universal : Blow Lover Die Double-D "ﬂ*‘l_ | % Upper die set: Upper die assembly installed on -
Stop Ring ZWB-80086 Single-D SD *E : i}glUije set, punch head, stripper and striking : i T 7BY-10060 SingleD sp % | the turret of CNC turret punch press '
P head set : m— : Maxi 1 i : I
i &= . te thickness: !
Striking Head | ZWB-80087 Socket SP i : : : : 1 Striking Head | ZBY- 10061 op : : ax%mum pla :
\_Jt iMaz}mum plite thlcllmeis. ; : riking Hea Socket /3 ! medium carbon steel plate 4-5mm :

¥ g 1 - ]

Spring 7WB-80088 Hox ST @% :\me 1um carbon steel plate omm i Spoig JBY-10062 e ST @E : ,:

www.lime.press info@lime.press
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3 LIME ‘ Thin Turret Mould Series Thin Turret Mould Series § LIM

meter Between 31.7-88. 9mm)

meter Between 1.6-31.7mm)

Bolt Striking Head
. Spring Disc Spring
Guide Pole .
Guide Set
) Guide Main
0 Shape Ring Stop Ring
Steel Ball
Spiral Cl Punch Head
pira asp Upper Die Full Set
Guide N
Guide Key
Stripper
Punch Head Bl et
Standard Lower Die E—
Lower Die
Dowel
- ---------------------------- | _ - ---------------------------- |
1 1
] 1
1 L
% The punch head can be grinded 6. 3mm, : ” 5 .
Rl Set B} @d X = Full Set B %@d % The punch head can be grinded 10mm, i
ull Se 7BX-1010 Round RO % reducing the use cost by 60% : ull Se 7BW-1010 Retind RO ceducing the usa cost by BGK :
- T % Independent striking head assembly makes ' ) 7 ; : : i 1
Upper Die Full Set| ZBX-1011 Square SQ D’ Hie adiustment Tash ' Upper Die Full Set | ZBW-1011 Square SQ I:L % It is easy to adjust after grinding and no !
— ¥ Exch nd match with international . = gaskets are needed. '
% Exchange a atch w ernationa 1 1
Punch Head 7BX-1001 Rectangle | RE I mainstreamgbrands ' Blow Punch Head | 7BW-1001 Rectangle | RE __ I X Eféchangg an;l match with international !
. . 1 . % The whole set of mould includes upper die sets ; _ T g DALISLECA DEAROs :
Guide 7BX-1002 Oval Shape| OB Qf ' nd lower die : Guide 7BW-1002 Oval Shape | OB @-‘ ! % Upper die set includes: guide set, punch E
\T 1 - . . . Yi 1
Standard Lower Die | ZBX-1003 Dotble=D WD _I ‘ % Upper die set: Upper die assembly installed on g Blow Lower Die 7BW-1003 Dot WD ‘: i head and stripper '
S 1 the turret of CNC turret punch press . == i -
. 1 . 1 2 ’
Stop Ring 7BX-10060 Single-D SD [ ! : Stop Ring ZBW-10060 Single-D SD }: 1 Maximum plate thickness: i
p— i Maximum plate thickness: i P ¢ sadin earbon staal wlate 4-5 '
- - = : . . o - =0 ! plate mm
Striking Head | ZBX- 10061 Socket sp \Jt ' medium carbon steel plate 3mm ' e T HaGkeT S : - E
. i ! 1 . = 1 1
Spring ZBX-10062 Hex ST o 1 | Spring 7BW-10062 Hex ST a4 ] '.
www.lime.press info@lime.press
20 28




LIME Thin Turret Mould Series Thin Turret Mould Series § LIM

“TYPE D Station (Diameter Between 31.7-88.9mm)

TYPE B Station (Diameter Between 1.6-31. 7mm)

Bolt { Striking Head Bolt Nut
Button ___ - = 0 Shape Ring
Sordng Disc Spri —— Adjusting Body
Pressure Spring Double-D Washer
Stop Ring Disc Spring Seat Upper Die Body
_Jl 0 Shape Ring Bolt// Bolt
C Rubber Pad
Bolt — | Guide
T Guide Bolt — | :
Punch Head Guide Key
']—Guide Key Elastic Clip
Guide Key
Dowel
Héf’unch Head \
| e Extruding Particles

T

_Stripper

BT

Lower Die

Dowel

1

1

i

od : i

Full Set 7BZ-1010 Round % XthS‘}l?Tdard itgucture mold, interchangeable Full Set TBW-1010 Rt % The punch head can be grinded 10m, i
; [ W.l SO Droctiets . . reducing the use cost by 60% 1
Upper Die Full Set | ZBZ-1011 Square l:ll‘ % The whole set of mould includes upper die set] Upper Die Full Set | ZBW-1011 Square SQ . i i o '
== and lower die h X It is easy to adjust after grinding and no !

Blow Punch Head | 7B7-1001 Rectangle RE i % Upper die set: Upper die assembly installed on i Eloy Einch iearl) ZBY-1001 Rectangle RE t EEskets Are Jerded |
= = o . .

o S . the turret of (NC turret punch press : - - ' >.<. Exchange and match with international -
uide 7BZ-1002 Oval Shape| OB ap); : , Guide 7BW-1002 Oval Shaps| OB C ¥ i mainstream brands :

T i : 5 \ % Upper die set includes: guide set, punch -

Blow Lower Die ZBZ-1003 Double-D WD it : : Blow Lower Die ZBW-1003 Double-D WD EBT : head and stripper :
— H;T ! Maximum plate thickness: : {;_{ : :
top Ring 7BZ-10060 Single-D SD s 1 : i - Stop Ring 7BW-10060 Single-D SD : - ) . ;
}:a:"l : medium carbon steel plate 4-5mm : K;Zf T e — :

Striking Head | 7B7- 10061 Socket sp i i : Striking Head | ZBW- 10061 Sacket sp T ' medium carbon steel plate 4-5mm :
i | 3 | |

. = 1 1 K — 1 -
Spring 7B7-10062 Hex ST @iﬁ :\ ’:I Spring 7BW-10062 Hex ST @% :\ i

www.lime.press info@lime.press
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' LIME Thick Turret Accessories Thick Turret Accessories § LIM
i

|

g Accessories Accessories

\!@

Upper Die ZHT-7080
B-A
Lower Die ZHT-7081
‘ Upper Die ZHT-7082
‘ ’ ‘ == g C-A
' Lower Die ZHT-7083
Clamp Dowel i Upper Die ZHT-7084

Lower Die ZHT-7085

______________________________________ .
- % Suit for AMADA punch press Upper Die ZHT-7086

C=B - T
Lower Die ZHT-T7087
Upper Die ZHT-7088
D-B
Lower Die ZHT-7089
station station . : .
s S B ZTF-001 sy s o] ZTF-007 3mm particles | ZJL-001 C Upper Die ZHT-7090 <
A station D station 3 _ .
éower die dowe] ZTF-002 éower i el 7TF-008 4mm particles | ZJL-002 Lower Die ZHT-7091 D-B
station station .
Epper die dowell ZTF-003 Epper die dowel ZTF-009 bmm particles ZJL-003
station station ” -
lower die dowell AlE-004 lower die dowel LTG0 i, particles AJ1004
€ seiion Z1F-005 Clamp ZTF-011
Epper die dowell
station
lower die dowell £1F-406
e e e S T R — -~
'
[stotion [part Nane Code | [station [rart vend]  cote |

Full Set ZDA-2020

]

B

]

]

:

. ]

A Station [ Upper Die | 7DA-2021 '
]

Lower Die| 7DA-2022 E O
1

________________ 5
]
________________ 3
'
e —

b
il
1
1
‘ ! Full Set | ZDB-2020 Full Set | 7DD-1010
1
1
1
1
1
;
1

Full Set ZDC-1010

ssembly Table

C Station Upper Die 7ZDC-1011

Lower Die ZDC-1012

B Station D Station | Upper Die | ZDD-1011

Lower Die 7DB-2022 Lower Die 7ZDD-1012

1
1
I
-
1
Upper Die | 7zDB-2021 '
:
1
-
1

5 \
! 1
L :
Die Disassembly Table ZTF-012 i - Full Set ZDE-1010
I
1 - 1 . .
Disassembly base of punching die ZTF-013 . w : E Station | ypper Die ZDE-1011
! 1
Disassembly base of forming die ZTF-014 :‘ - Lower Die ZDE-1012
_______________________ !
CDE Station Disassembly Seat ZTF-015
www.lime.press info@lime.press
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| LIME | Thick Turret Forming Series Thick Turret Forming Series $ LlME

> Font and Character Range

ABCDEFGHIJKLM

¥ Any curve shape can be processed on the rotating
station

% No stamping mark on the plate N O P Q R S T U V W X Y Z
% Independent install and unintall wheel

% The machine must have a special control program

0123456789¢&/. -0

Carbon steel plate 0.8-2mm, Aluminum plate 0.8-2. 5mm

% The forming height is 2-3 times of the plate
thickness and the width is 2 times of the height

Increase strength, reduce plate
thickness and reduce cost

I
1
I
1
I
1
1
1
1
I
i
X Material range:Stainless steel 0.8-1.5mm, .
1
I
I
!
I
1
I
I
1
1
U
1
I

I
|
|
I
:
: % Maximum width is 15mm
1
1
I
|
I
\

> Font Size Specification

NO. 2. 4 2. 36mm 6. 35mm 19. 05mm
____________________________________________________ NO. 3.2 3. 175mm 6. 35mm 19. 05mm
NO. 4.8 4. 76mm 7. 94mm 19. 05mm
NO. 6. 4 6. 35mm 9. 52mm 19. 05mm

% Character Height (1: 1)

Downward

_l_
Upward A A Height
’v! A A
90° H=2.36mm H=3.175mm H=4.76mm H=6.35mm 1

Punch Press Model:

S . s Character depth, punching pressure

(aluminum, carbon plate, stainless steel)

NO. 2. 4 0. 1mm 1. 1KN 2. 8KN 8. 9KN

- %  No empty spotting

X (Not recommended)
*  Adjust the die height to control the depth of punching
% Formi / T NO. 3.2 0. Imm 1. 6KN 4. 4KN 13. 3KN
X orming direction: up, down
. ¥ Angle 90 ° , maximum plate thickness 4-5mm
: NO. 4.8 0. 2mm 3. 6KN 10. 7KN 30. 2KN
|
1
. NO. 6. 4 0. 3mm 6. 2KN 16. 9KN 48. 9KN

www.lime.press info@lime.press
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Thick Turret Forming Series Thick Turret Forming Series § LIME

1 for Threaded Hole

A ‘ Upward

B A D

A: Punch Press Model: B H:

Punch Press Model: B: Plate Material: H Lz
Plate Material: H: T

- %  Pre punching, flanging and convex forming can

—————————————————————————————————————— Y .
- %  Pre punching firstly, and then flanging : :
A Programing o sllov for subfisizt. discharge Tine : 2: C;)’Irnz i:;ii;n izeaﬁ:vev for sufficient discharge time :

%  Punching core of flanging tip can be replaced separately: Y g' 'g ) - :

% " . . , % Forming direction: up 1

%  Forming direction: up, down ! 1

1

X Max plate thickness: carbon steel plate 2. 3mm, e I P P e IR i

aluminum 2. 0mm, stainless steel 1.2mm

%  Forming height: ensure 3 pitches of screw thread

,______._.
S e

Upward

@® Specification of tapped hole and flanging @® Specification of tapped hole and flanging
pre punching (carbon steel plate, aluminum plate) pre punching (stainless steel)

M2. 6 2:21 1.30 1.30 1.30 1.6 M2. 6 2.21 1.30 1.30 1.30 1.6
A:
M3 2.60 1. 30 1. 30 1.30 1.6 M3 2.60 1.30 1. 30 1. 30 1.6
Punch Press Model: B: H:
M4 3.40 2.0 2.0 2.0 2.3 2.3 2.5 M4 3.40 2.0 2.0 2.0 2.3 .
Plate Material: G: Tz
M5 4.30 2.30 2.30 2.8 2.8 3.0 M5 4.30 2.30 2.30 2.8
M6 5.10 3.0 3.8 3.8 3.8 M6 5.10 3.0 3.8
—————————————————————————————————————— S
X Keep proper distance between the forming position :
and punching, plate edge and clamp :
. X TFormable circular and non-circular !
: ¥ Programming to allow for sufficient discharge time :
I
\ ¥ X Forming direction: up, down 2
www.lime.press info@lime.press
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s LIME ‘ Thick Turret Forming Series

LIME

Thick Turret Forming Series

D Upward
C_‘ L
A: D
Machine Model: B: H:
Plate Material: [ Iz

Can be designed as single bridge and double bridge
Programming to allow for sufficient discharge time
Forming direction: up, down

Bridge Width C=2T, and C=1. 8mm

Machine Model: B: R:

Plate Material: c H: T
. c

-
T BZ5° D"\

A: T e e ey s e s )

- ¥ One die can only correspond to one plate thickness |

Machine Model: B: D: ¥ Programming to allow for sufficient discharge time |
Plate Material: @ R: T: % Forming direction: up :
1

1

1
1
\

www.lime.press
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Upward

Machine Model: A:

Plate Material: B: T:

e T A \
- X NO empty punChlng l
%  Adjust the die height to control the cutting depth :
¥ It can be designed as single knock, double knock :
and triple knock 1
¥ It is required that the lower end point of the :
punch be positioned accurately 1
%  Forming direction: up, down t

!

Pls mark with
or withoW I C ‘ [
— =
B
—
A D

Machine Model: B: E: G (width):
Plate Material:__ C: F: H (depth) :

X l',
K v
¥ It is used for rotating station and can realize any directior i

X

Forming direction: up, down

R ———

info@lime.press
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j LIME ‘ Thick Turret Forming Series Thick Turret Forming Series $ LIME
(Lower

—|al—

ler B
A:
Machine Model; B D:
Plate Material: s e}

— | —

- %  Pre punch first, then countersink

: h
% Adjust the pre punching size to change :
A: the countersunk depth :
Machine Model: B: D: 3 Forming direction: up, down :
. - » I
Plate Material: C: T: 3 % Minimum plate thickness: T=1.0Omm :
B S = ez = e = 2 e 2 /
L. o
~m
.\ 25° o

Machine Model:; B H: Machine Model: B: E:
A Plate Material; C: T: Plate Material. C T: R

- o e _
X  One die can only correspond to one plate

A:
. thickness
Machine Model: 1 mm mm mm mm
T: % The programming should consider the moving SlZe A 50 80 80 80
Plate Material: C: . direction of the plate and allow enough

Size B | 10mm 10mm 12mm 15mm

unloading time
% No washer is needed for forming height adjustment,

only plug-in is needed to be replaced for size changei| S{ze H 5mm 6mm 6mm 6mm
_______________________________ % Forming direction: upward
% N -

% The connection skin between holes shall !

not be less than 3.2mm, or more than twice :
« the plate thickness 1
| % Please provide the information and values :
v shown above ]
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§ LIME ‘ TRUMPF Mould Series

TRUMPF Mould Series S LIME

Adjust Ring Adjust Ring Adjust Ring Adjust Ring Adjust Ring

ﬁ-ﬂri

2 Type Core Punching
1 Type Core Punching 2 Type Core Punching

Core punching die sleeve and needle .
Heavy Loading

Core Punching
1 Type and 2 Type

o e o O e - 3

Metal Stripper Metal Stripper Metal Stripper Metal Stripper Metal Stripper

EFx =z &= & F =

1 Type Lower Die 1 Type Lower Die 2 Type Lower Die 3 Type Lower Die Heavy Loading
2 Type Lower Die

AL LR L

Max. Size Max. Size Max. Size Max. Size Max. Size
10. 50mm 30. 00mm 76. 20mm 105. 00mm 52. 00mm
Diameter/Diagonal Diameter/Diagonal Diameter/Diagonal Diameter/Diagonal Diameter/Diagonal

www.lime.press

Dies

Size Ranges 0. 77-16.00+0. 60 Lower Die Clearance

Integral Type Split Type

Core Punching ECore Punching Cap Core Punching
' Lower Die ‘ Lower Die

ze Ranges 0. 77-16. 00+0. 60 Lower Die Clearance

@ Core Punching ‘ Lower Die

 Ranges 0. 77-10. 50+0. 60 Lower Die Clearance

Core Punching

Core Punching Cap

Core Punching

Lower Die

e Ranges 0. 77-10. 50+0. 60 Lower Die Clearance

Core Punching Lower Die

info@lime.press
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$ LIME | Special Forming Mould

Abnormal Shape Punch Mould s LIME

There are alternative forms of die construction
(TIP PUNCH) And Integral Type (PUNCH BODY)

_‘_‘,_‘_F O Group punching die (CLUSTER)
13
A

[ Special mould for step punching
(NBBLING2”)

When selecting, please also order lubricating
o0il wool felt pad.

h
bl

[ Vent Die (LANCE)

iy
h !;

[J Vent Die (LANCE)

[J Bridge Die
(Bridge From Molding Tool)

There are two kinds: single bridge
and multi bridge.

[0 Tapping preformed hole die (BURRING

Bending is formed after flanging.

O Sink type (EMBOSSING)

Two processing methods:

(1)Punch and stretch at the same time

(2) Processing (Punch and stretch separately)

[0 Step Die (OFFSET)

Pre punching is required according to the shape.

O Engraving Die(114”)

ﬂ It can process numbers, characters, figures,

% etc. up and down. With the automatic indexing
'ﬁ} device, a variety of characters can be processed

47
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; ; ; A A A A
O Countersink flanging die (EMBOSS BURRING) |~—>| | [ B, | | S P
For stretching and flanging, pre punching is required according to the shape. ’ ~] ':' b 5
| [ . i
¥y 3 v\ R X '\R T

Hexagon Eight sided shape Double-D Single-D rounded square Rounded rectangle Square Obround

[J Hemispherical die (DOWEL)

There are two ways: up and down. B A  B6 | A A
- : —J/ —8 — B
“ | e
c
B A/\/
b A # AI’L)
N W a
R

[0 Three point protruding die

Plug type parallelogram Rounded parallelogram Four inner arcs Circular arc Ovel Shape Gourd shape Long hexagon

A A /R R A
L e - -
_ c
B ) L . A A .
[0 Cooperate with sinking die (COUNTER SINK) I ( Iy
Can be processed up and down 'V R1 I C | w\ _/.¥B°/\ A | B\!\D .|c|<
diamond Rounded diamond  Long eight sides Triangle Rounded Triangle Equilateral triangle Arc triangle Keyway shape

[0 Knockout Die (Knockout)

Can be processed up and down

Single circular Four sided

Double Keyway Four sided keyway arc keyway Double arc keyway — 4pc keyway Single keyway Right-angled triangle R angle shape

[0 Half cut die (HAF SHEAR)
There are two processing ways: up and down., h<0.6t A A A | A I | A | E3

U

B

0 e o |

v

[J Rib die (Emboss Continuous) c C
@ Keyhole sh B
There are two processing ways: up and down., h<c0.6t Plum shape T shape T sl B g frg B ghape Keyhole shape A eviiote shape Keyhole shape C
" A 5 " 5 A
A \+~ N e - A \,_
: s v 7
E° J(
‘ . = " & B B
[0 Bowl die (Bowl From Molding Tool) T N / b /
It can be up or down, and pre punching is required. Bl D N R c ID B/ C ID _.I_L_ —»I—L—
l— B E C C c
Four way Four way Four way Four way Circular Circular
circular arc A circular arc B R angle circular arc A Are Obround A Arc Obround B keyhole A keyhole B
O Color marker (Color Marking)
A A
This kind of mould is used to mark the size of the material. ‘ 7 I A |

(numbers, letters etc.)

—>|wl<—

e

C

u?
c_ DT_ ]B
[em: r

Single sided keyhole

i

Cross keyhole Keyhole Double sided keyhole Four sided keyhole Arc T Shape U shape A U shape B

Lo
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LIME General Knowledge of CNC Punching Die ‘ § LIME

Punch Knowledge

Precautions For Mold Use

f stamping tonnage:

Core punching without oblique section——formula: Please read the die instructions carefully before
Punching core circumference (unit) inch (mm) x sheet thickness (unit) inch (mm) x material shear strength (unit) ton /. Square inch (n / mm2) = punching ton (KN) using the die, and operate the die according to the

The shear strength is in metric tons per square inch (KN/mm2): use method of the die instructions, otherw1se, it

Aluminum5052 H32=15.0 (0.2068) Brass=17.5 (0. 2413) Mild steel=25.0 (0.3447) Stainless steel304=50.0 (0.6894) will cause die damage and personal danger.

Example: Use 1.000 (25.4) square core punching.120(3.0) mild steel, the perimeter of punching core is 4.000 (101.6)
Plate material thickness is.120(30) shear strength is 25.0 (0.3447) American Ton, square inch N square milimeter

1. Before starting the machine, check and confirm the die. If the die edge is found to

be cracked, deformed or abnormal, please do not use it again.
2~ Special die for CNC punch is strictly prohibited to operate in violation of regulations.

4.000in. X. 120in. X 25US tons/in*=12 US tons (101.6mm X 3. OmmX 0. 3447kN/mm “=105KN)

Punching core with oblique section — formula:
Previous formula stamping tons (KN) XShear coefficient in the following table=Stamping tonnage (KN)

9.8 T4 (KN) =LAt I 3. It is strictly forbidden to transform the die structure without permission.
For stamping .050 (1.2) to .025 (6.4) thick plate shear coefficient of punching core with oblique section: Unreasonable transformation is very dangerous.
Plate thickness .050(1.2) .060(1.5).075(1.9) .105(2.7) .120(3.0) .135(3.4) .165(4.2) .190(4.8) .250(6.4) 4\ Don’ t use lt il’l excess Of tons Of dle pressure reSiStance (See the 1151: firSt),
.060(1.5)oblique depth. 50 .50 +08 72 15 .78 .83 .85 .90

otherwise the machine tool and die may be damaged.

.120(3. 0) oblique depth. 50 .50 .50 .50 .50
Note: if it is within the range of tons of press, the manufacturer does not recommend to use oblique section to reduce 5‘ Please pay attentlon to the wear state Of the dle edge’ and tlmely repair Of the dle
tons of press. Because this will increase the stamping speed and make the die speed up to tons. And make the punching is conducive to reducing the burr of punching and improving the quality of products.
capacity of punch become redundant. ‘ ] v " “ ‘

S el 6. Please pay attention to whether the length of the die is within the safe processing

ions for core punching section: range. Using too short punch head may cause damage to the guide sleeve or even the

machine.
Station Description Standard Optional Station Description Standard Optional . . . ) .
TR [ e Tr— 5 ) Giredlar N0 Two sided depression The use and maintenance level of the die directly affects the processing quality of
3 1/2”D 7 - . . . . . . .
| 1/#” B |Circular and heteromorphic| Roofing | N0 Hoghangiilar N Rooting the workpiece and the service life of the die. Die is also an important part of
Circular NO ITwo sided depression Width. 188 (4.78) 7 1 1 1 1 1
2 c P - © Two sided depression controlling the running cost of equipment. Therefore, it will play an important role
Rectangular NO Roofing Setanglar ' . . . .. . .
RS— P, E——— in improving efficiency and reducing cost to understand and master the following
Rectangular No [Two sided depression Rectangular No depression knowledge of die maintenance.
Length. 188 (4.78) Four sided i e Circular Roofing Two sided depression
Square NO depression Rectangular Roofing Roofing
EH:] U:I:ﬂ Widthe, 188 ~(4‘ 75 - Two sided depression .
Rectangular Roof ing 1. Ensure the best die clearance
Width>. 188 (4.78) } Four sic.ied
C ] ] ] S fooline | depression Die clearance refers to the sum of the clearance on both sides when the punch enters
Rooting Two'sided depression zgiﬁﬂ the lower die. It is related to sheet metal thickness, material and stamping process.
_ Selecting proper die clearance can ensure good punching quality, reduce burr and
ape and Code: mended Clearance Between Upper and Lower Die: collapse, keep sheet metal flat, effectively prevent strip and prolong die life.
o T e L ekt
earance Clearance .
o i % Haferials —~ |—Clearance By checking the situation of punching scrap, it can be
A T WE PN i AN determined whether the die clearance is appropriate. If the
Square SQ I Thi ckniess Medium steel| Aiuminium Stainless X . }
e I clearance is too large, there will be rough undulating
KT i | _ o L .
i RE E;;% 0.8-1.6 | 0.15-0.2 | 0.15-0.2 | 0.15-0.3 fracture surface and small bright surface.The larger the
e 0B C 1.6-2.3 | 0.2-0.3 | 0.2-0.3 | 0.3-0.4 ——— : clearance is, the larger the angle between the fracture
0 - £} 23392 | 0.30.4 | 0.3-0.4 | 0.4-0.6 loWel'dle ‘ldﬁer,'di'é*' surface ' and the bright surface is. 'When punching, ' there will
o < e 2o af | Gadat | Gdas | B.6LD D © .-l A be curling and fracture, even a thin edge protrusion.On the
?;;D bt — . R N | “-..°°  contrary, if the gap is too small, the scrap will have a small
M ; _ ¥ ¥ P AT P T e .
Sosket Shab sP /s 4.56.9 | 0.670.9 | 0.670.7 ~ angle fracture surface and a large bright surface. When
CL-1+ |+ —| |l~cL-2 notching, step punching, shearing and other local stamping
Total Clearance are carried out, the lateral force will deflect the punch
and cause the unilateral clearance to be too small,
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Sometimes the edge of the blade is too offset to scratch the lower die, resulting in
rapid wear of the upper and lower dies. When the die is pressed with the best clearance,
the fracture surface of the scrap and the bright surface have the same angle and
coincide with each other, so that the punching force is minimized and the burr of the
punching is also very small.

2. Timely grinding can effectively prolong the service life of the die

If the workpiece has excessive burr or abnormal noise during punching, it may be that the
die is passivated. Check the punch and lower die. When the edge of the punch is worn to
produce an arc with a radius of about 0.10 mm, it needs to be sharpened. The practice shows
that it can not only keep the good quality of workpiece, reduce the punching force, but
also prolong the service life of die by more than one time of the micro grinding is often
carried out instead of the grinding when it has to do so.

In addition to knowing when to grind the die, it is particularly important to master the
correct grinding method. The grinding procedure of die edge is as follows:
1) During grinding, the punch is clamped vertically in the V-groove or clamp of the
magnetic chuck of the surface grinder, and the grinding amount each time is:
0.0370. 05mm, repeat grinding until the punch is sharp, and the maximum grinding amount is
generally 0.170. 3mm.
2) Use sintered alumina grinding wheel, hardness d ~ J, abrasive size 46 ~ 60, the best choice
for high—speed steel grinding wheel.

3) When the grinding force is large or the mold is close to the grinding wheel, adding coolant
can prevent the mold from cracking or annealing due to overheating. The high—quality multi-purpose
coolant shall be selected according to the requirements of the manufacturer.
4) Downward feed of grinding wheel 0.0370.08 mm,
Infeed 0.1370.25mm, Infeed rate 2.5 3.8m/min.

5) After grinding, polish the cutting edge with
oilstone, remove the burr and grind out the radius
0.0370. 05 mm rounded edge, it can prevent the blade
from cracking.

—

=

R=0.01" ( 0.25mm )

6) The punch shall be demagnetized and sprayed with
lubricating oil to prevent rusting.

3. Methods to eliminate and reduce sticking
Due to the pressure and heat during punching, the fine particles of sheet metal will be bonded to the
punch surface, resulting in poor punching quality. The removal of sticking material can be polished
with fine oilstone, and the grinding direction should be the same as the movement direction of punch,
so that further sticking can be avoided after polishing. Do not use coarse gauze and other grinding,
so as to avoid rougher punch surface and more prone to sticking. Reasonable die clearance, good
punching process and necessary lubrication of sheet metal will reduce the generation of sticking.

To prevent overheating, lubrication is generally used, which will reduce friction. If it is unable to
lubricate or there is scrap rebound, the following method can be adopted: alternately use multiple
punches of the same size to punch in turn, which can make it have a longer cooling time before being
reused. Stop using the overheated die. It can interrupt the long—term repetitive work or reduce the
punching frequency by programming the control of the die change

4. Measures to prevent sheet metal deformation when punching many holes

www.lime.press

If many holes are punched in one plate, the plate cannot be kept flat due to the accumulation of
punching stress. During each punching, the material around the hole will deform downward,
resulting in tensile stress on the upper surface and compressive stress on the lower surface
For a small number of punches, the effect is not obvious, but when the number of punches
increases, the tensile and compressive stresses accumulate in some places until the material
deforms. One way to eliminate this kind of deformation is to punch every other hole first, and then
return to punch the remaining holes. In this way, although the stress will also be generated, the
stress accumulation in the same direction of sequential stamping will be relieved, and the stress
of the two groups of holes before and after will be offset each other, so as to prevent the
deformation of the sheet metal.

5. Try to avoid cutting too narrow strip
When the die is used to cut the sheet with the width less than the thickness of the sheet, the
punch will be bent and deformed due to the lateral force, the gap on one side will be too small
or the wear will be intensified, and the lower die will be scratched seriously, so that the upper
and lower dies will be damaged at the same time. It is recommended not to step punch the narrow
strip with the width less than 2.5 times the plate thickness. When cutting too narrow strip, the
sheet will tend to bend into the opening of the lower die instead of being completely cut off, or
even wedge into the side of the die. If the above situation cannot be avoided, it is recommended
to use the full guide die with the backing plate supporting the punch.

6. Surface hardening of punch and its application
Although heat treatment and surface coating can improve the surface characteristics of punch, it
is not the general method to solve the stamping problem and extend the Titanium P"!iﬂﬂ
die life. Generally speaking, the coating improves the surface hardness
of the punch and improves the side lubricity, but in the case of large
tonnage and hard material stamping, these advantages disappear after
about 1000 times of stamping. For the following cases, a surface
hardening punch can be used: punching soft or viscous materials
(such as aluminum); punching thin abrasive materials (such as glass
epoxy sheet); punching thin hard materials (such as stainless steel);
punching frequently: abnormal lubrication. Surface hardening usually
adopts titanium plating, nitriding and other methods. The surface
hardening layer is a molecular structure with a thickness of 12-60
pm. It is a part of the punch matrix, not just the coating. The
hardened die can be sharpened in the usual way. Surface hardening can reduce the wear of the die
when punching the stainless steel plate, but it can not extend its service life. Proper
lubrication, timely grinding and operation according to regulations are effective methods.

7. Maintenance of punch die position in case of bad centering

If the die position of the punch is bad centering, resulting in the rapid passivation

of the die and poor processing quality of the workpiece, the following maintenance can be
carried out: check the level of the machine tool and readjust it — |

if necessary; check and lubricate the die hole and guide key on

the rotary table, and repair in time if there is any damage; clean
the lower die seat of the rotary table, so that the lower die can

be installed accurately, and check the wear of the key or key slot,
which is necessary Replace when necessary; use special mandrel to
calibrate die position, and adjust in time in case of deviation.
The above content is for the general situation, in view of the
specific types and specifications of presses and dies are different,
users should combine the actual to understand and summarize the
experience, and play the best use performance of the dies

info@lime.press

53

54




§ LIME General Knowledge of CNC Punching Die s LIME

t M-90A Station Disassembly Steps Client:
- i Contact:
# Tel' :
Fax :
The guide can be easily removed by turning the Turn the small punch clockwise to the feed rod Install the stripper from the opening position
snap ring of the patterned part in the middle to the bottom, and the effect is as shown in of the guide, and adjust the direction.
of the die anticlockwise. the right figure. . .
Die Series: Order NO. : Date:
. . ; . ) ) : Total
Serial |Station| Shape Die Spec. Clearance Die Name [Unit Price] Unit Qty Note
l Amount
Assemble step @ and step @), pay attention to the direction of dowel Use your thumb to move the AL the same time of step &), rotate the guide
and dowel groove, and apply a layer of lubricating oil on the punch head, white dowel in the middle of , adjust the distance between the small punch
as shown in the right figure after assembly. the die down. head in the guide and the stripper (generally,
the distance is lmm), and the die assembly is completed.
M-90B Station Disassembly Steps
Align the two black buttons on the guide Turn the small punch head clockwise to the feed rod As in step @ and @ of station A, install
with the notch position on the tool bar, to the bottom, and the effect is as shown in the the stripper into the guide, and assemble
and press the button at the same time to right chart. the punch head after applying oil.
take out the guide.
Move down the pattern button on the guide, rotate the guide at the same time,
adjust the distance between the small punch head in the guide and the stripper
(the distance of Imm is preferred), and the die assembly is completed.
85 Standard D Station Disassembly Steps
Loosen the four M4 screws on the Fix the guide on the assembly and Use two M8 screws to screw in the To replace the disc spring, just remove the
guide with a screwdriver and take disassembly table, and use a 10 mm screw holes on the punch head, pull four M8 screws on the striking head.
out the stripper. hex wrench to completely loosen the the punch head out of the guide,
M12 screw in the guide. and remove it.
Note: the assembly shall be carried out in reverse steps.
The disassembly and assembly steps of E station and D station are the same as C station.
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