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Courtesy of Bethlehem Steel Co.

Figure 7.1 Die block for a large piercing die.
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STRIP THICKNESS ANGULAR RELIBF N

o to 1/16 1/6°

1/16 to /16

1/16 to 5/16

ovar 5/16

Die Block

Figure 7.2 Method of applying a die block to a die.
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Figure 7.3 Alternate method of applying a die block to a die.
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A — MINIMUM DISTANCE - DIE HOLE TC OUTSIDE EDGE
| 2
STRIP THICKNESS | DIE BLOCK HEIGHT || SMOOTH DIE HOLE CONTOUR | INSIDE CORNERS | SHARP INSIDE CORNERS
1/8 B) (11/2 B) (2 B)

0 to 1/16 ; L0547 1,%062 1,875
1/16 to 1/8 / .2656 1,6875 2,250
1/8 o 3/16 . 5469 2.0625 2.750
3/16 to 1/4 L8281 2.4375 3.250
over 1/4 2. 1054 2.8125 3.750

Figure 7.4 Recommended minimum € distances for various die hole contours and die block heights B.
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Figure 7.5 Mismatching of fastener holes called “fool-
proofing.”




Removed from face of die Blank opening A will
in sharpening inorease by this amount

0. 000043
0.000087

0.000261
0.000305
0.000348
0.000392

0.000479
0.000523
0.000566

0.000784
0.0060828
0.000872
U,000915

0.001002
0.00104s
0.001090

Figure 7.6 Table for determining hole size when a die
is sharpened past the straight land.
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#I (.272% Drill,
£/16-24 Tup Thru

#T (,272) Drild,
5/16=24 Yap Thru

#L (.272) Drill,
§/16~24 Tap Thru

#1 [.272) Drill,
5/16-24 Tap Thru

#3 1 .332) Drilll,
/83«26 Tap Thru
3 1/2 15/1% #2 (.332} Drill,
3/8-25% Tap Thru
3/8=26 Tap Thra

Figure 7.7 Tabulation of suggested standard die block
sizes.




#Q (.392) DALY,
3/0=24% Tep Thra

#q €.332) Urill,
3/8-24 Tap Thru

#2 (.332) Draly,

1/3=24 Tup Thru

¥#2Q (.332) Drill,
3/8=24% Tap Tara
#Q (.332) Drall, {
3/8=-24 Tap Thru

gQ (.332) OrillL,
3/0«2% Tup Taru

{.332) prall,
/8=24 Tup Thra

Figure 7.8 Tabulation of suggested standard medium-
size die block sizes.
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Figure 7.9 This die block is split for easier machining.
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Figure 7.10 The split die block is held in place by a
tapered wedge.




Figure 7.11 Several versions of hardened die bushings used for pierci




Figure 7.12 Die block configuration for employing
shear in producing large blanks.




Figure 7.13 Alternate die block configuration for
employing shear in producing large blanks.




Figure 7.14 Scalloped round die block for employing
shear.




Figure 7.15 Methods of fastening die steels.




Figure 7.16 Die block sectioned for piercing two rows
of rectangular slots.




Figure 7.17 Various sectioned die blocks with center
inserts for punching different arrays of square and rec-
tangular holes.
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Figure 7.18 Correct and incorrect ways of applying
break lines in sectioned die blocks.




Figure 7.19 Use of inserts in providing for frail
projections.




Figure 7.20 Use of inserts in a die block when a por-
tion of the blank is circular in shape.
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Figure 7.21 Six representative examples showing the use of round sectional die blocks in retaining inserts or
segments.
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