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PRECISION ONE-STEP CORE PINS

(® When exceeds the working limit of tip (£) dimension (Refer to the step drawing lower right) ---

—SHAFT DIAMETER (P) 0.005mm DESIGNATION TYPE—

» Details of the tip (€) short type BE™ P.453
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(®) Refer to the drawing for L tolerance

(Calculation of tip gradient 6 B P.1315)

® Non JIS material definition is listed on P.1351 - 1352

0.01mm increments | 0.005mm increments 0.01mm increments 0.1mm increments
Part Number
= & min. P max 2 A  |Vmin Cc R AT
Type Step| Shape [No.| min. | max. . * | min. | max. )
3 1 0.800~ 0.995
T |15 1.000~ 1.495 0.5
4 4/ |Designationis| 5 100.00| 1.500~ 1.995 :
5] unnecessary | 2.5 2.000~ 2.495
6 whentp |3 2.500~ 2.995 0.70] Only SERI 1D (Only [SEp] 1E
B processing is (35| 3.000~ 3.495 P>A=V[ | designated designated
7| CPZB— | 1B | i ronire o :
N not required. |4 120.00| 3.500~ 3.995 L—Emin. 1.00
. C 45 4.000~ 4.495 [Step] 1A | c< P;ZA Ré% AX6
I 1c 5 | 14.00 4500~ 4.995| 12.00 |@® emin. | P>V S n
9 G 5.5 5,000~ 5.495 Referto |No 1.50 and and o
] | 6 | 5.500~ 5995 the [S%ep] | designation %01=C=4.0| R=0.2 | 50.00
10| cPvB— | 1D T |65] 120.00| 6.000~ 6.495 drawing | necessary
| | 7 | Only || 6.500~ 6.995 forA 3%When CVC code i used
1 R 8 CPVB—| 7.000~ 7.995 2.00 01=<CVC=1.00
15 10 150.00 5,000~ 9.995 nETTE
18| 1E B 13 10.000~12.995
21 16 13.000~15.995
25 20 | 30.00 16.000~19.995( 28.00 5.00
(9) [Step] 1E for No.1 (P=0.900)
[Part Number| — | =[P -] F |-[ A ]-] |—[c-R|—|[Tipsize (K-S-G- Q)|
Order  CPZB—1A 5 — 42.00 — P4.650 — F36.50 — V3.80
CPZB—1CG6 — 45.50 — P5.680 — F37.50 — A5.00 — V4.50 — K45
CPZB—1DR5.5 — 52.60 — P5.480 — F41.10 — A4.90 — V4.60 — C0.2 — Q0.5
Days : H
lto . |Quotation) P [Quotation
) [Partumoe] [ ] [P~ [FFG1]— [ A& ] [¥e1] - [0 4] - [fpsies8] — (ke - wKG--et)
CPZB—1A 5 — 42.00 — P4.650 — F36.50 V3.80 — CVCO0.25 KC2.4
CPVB—1DC6 — 51.00 — P5.755 — F40.05 — A3.20 — V3.05 — G0.6 — HCS Alteration details =" P.441
Spec. 1Code Alterations |Code Spec. 1Code
A . . N
e Single flat cutting Relief under the head
C o KC lpa=ke<Hi2 TRN | o need for plate chamfering)
.. y Numbering on the head
n : About Designation Unit @ -
Two flats cutting : How to order BX=" P.442
e L |V pre=wre<w (i e ) | "MC|@ vailable when H=2
O 9 @ Combination with SKC not available.
Varied width parallel flats cutting Changes the standard angle (Ks=45" )
n KAC |P2=KAC<H/2 AC AC=1" increments  (®) Available for [Step ] 1C/1D
KAC FKBC —001| KBC |[KBC=0.1mm increments only (®)30=AC=60 @ Combination with CVC not available.
KAC<KBC<H/2 (1)To align the key (® When [Step]1D, C=1.0,A4-2(CXtanAC) <P
N flat with the shaft CVC+0,02 C dimension can be designated at 0.01mm increments, (~ e=
o D Two flats (right angled) cutting i 45° =T ®0.10=CVC=1.00 (?) Available for [Step] 1D
ST s |RKC diameter cve (*]
= e Yo PI2=RKC<H/2 ®CVC<(P—A/2 =
T @ Combination with AC not available. Tu‘
51 e b T T |
=1 |DKC Thre<eflats Suting Vmin. is enlarged. ;Zli "88 §3 =)
DKC DKC 001 RO c ] VC=0.01mm increments__55 [ 1.50 [ 1.00_ | | ¥
e .9 EBEE VC |®e=AX5 <50  _6~10]200 | 10
o sk |Four fiats cutting ‘5 - @g’;(:;o\;m ®RegardmgNo-2~3455and
& SKC 7301 P2=SKC<H/2 (2)To designate "6 = 13~16, Vmin.is the machining
arbitrary key flat 3 limit, and VC cannot be used.
AG° 05 S Two flats (angled) cutting |  dimensions (<] U:l:b F dimension becomes shorter than Fmin.
o ~ P/2=KGC<H/2 Unitof designation] 0.1mm T Makes L dimension shorter than L min. too.
o & | KGC lo<aa<aso (oo esiraion FC FC |faemm —
AG=1"_increments F @ It can be designated up to Lmin.=6.5mm.
120° = Gas vent machining
7 o Three flats cutting B=1 Available when P=2.
120° {@m KTC |at120° Ets GV [Ea TRl e el =2
KTC —0.01 P2=KTC<H/2 FICB| Fmin.=F—GB How to orderh P.442
- Head diameter change (® For details of a Gas Release Core Pin, which is a product similar to alteration GVC, B P.471
It ,”°|I He |HC=0.1mm increments P<HC<H
S o (®) In relation to the diameter tolerance, alteration may create a straight
- piece with little diameter difference between the head and shaft.
R c§* Head diameter change (precision)
It ' '! HCC |HCC=0.1mm increments
i § P+0.5=HCC<H—0.3
DD': Head thickness change
| 0 T [TC=0.1mm increments 1.5=TC<4
il TC —0.02 (Dimensions L and F remain unchanged.)
Al —TC=Lmax.—L
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