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Figure 1.1 A typical part drawing.
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Figure 1.2 A complete die drawing.




2 A o

P

)

N
B R )
2L B 1

=

Figure 1.3 A typical blueprint.
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Figure 1.4 A typical bill of material.

Figure 1.5 A pictorial view of an entire die.




Figure 1.6 Scrap strips: (a) Typical scrap strip layouts
and (b) Three views of the scrap strip.




Minster Machine Co.

Figure 1.7 A typical punch press.
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Figure 1.8 An exploded view of the die shown in
Figure 1.5.




Danly Machine Specialties, Inc.

Figure 1.9 A typical die set.




Figure 1.10 A die set.
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Figure 1.13 A piercing punch.
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Figure 1.15 A pilot.




Figure 1.16 The back gage.




Figure 1.17 A finger stop.
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Figure 1.18 An automatic stop.




Figure 1.19 The stripper plate.




Figure 1.20 Socket head cap screw for use as a fastene
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Figure 1.93 A typical design order.
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Figure 1.24 A typical die set note.
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Figure 1.25 A blank and the strip from which it is been
cut.




Figure 1.26 Part separated from strip in cut-off operation.




Figure 1.27 Holes pierced In a previously drawn part
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Figure 1.28 Part is blanked and pierced simultaneously







Figure 1.30 The result of shaving in a shaving die.




Figure 1.31 Serrations applied in a broaching die.



Figure 1.32 The seam on this part is done as a second-
ary operation in a horn die.
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Figure 1.33 The holes are pierced simultaneously in a
side cam die.
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Figure 1.34 Stamping bent in a bending die.




Figure 1.35 Stamping formed in a forming die.




Figure 1.36 Shell drawn from a flat sheet.




Figure 1.37 Lip on this drawn shell produced in curling
die.




Figure 1.38 Bulge in this drawn shell produced in
bulging die.




Figure 1.39 Drawn shell that has been swaged.




Igure 1.40 Drawn shell that has been extruded



Figure 1.41 Cold-coining part in which metal flow is
caused by high pressure.




Figure 1.42 Part and strip produced in a progressive die.




Figure 1.43 Typical precision parts produced 1n sub
press dies.




Figure 1.44 Part produced in an assembly die.
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