




























































































































































































V-8

3 Lightly tighten the set screw at the circumference of the ring to fix
the punch body.

4 The base plate and taper plate are provided with match marks.
Holes are drilled in the match mark position and in the 180°
opposite position for inserting and screwing the locate pin.  Align
the match marks of the base plate and taper plate, and screw in
the locate pin for positioning the punch.

5 Grind one side of the cutting edge in that condition.

6 Remove the locate pin, turn the base plate through 180°, and
screw in the locate pin. Check that the match mark size of the
base plate is different from that of the taper plate.

7 Check that the other side of the cutting edge is horizontal, and
grind it.

Shear angle jig assembly
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ACAUTION ® When grinding a punch with a shear angle,
never change the preset grinding amount

of each side during the grinding operation.
Otherwise two sides of the cutting edge
will be ground to different lengths.

When grinding a 2" or 3-1/2" punch body with a shear angle, install a
sleeve for each size in the jig shown above.

Set the sleeve in the ring of the jig, and fix it with the set screw. Setthe
punch body in the sleeve, fix it with the set screw, and grind it in the
same way as described for the 4-1/2" punch body.

A CAUTION ® With whatever grinding method to be
used, be sure to clean the jig and punch of

any foreign matter before setting the
punch in the jig. Otherwise the cutting
edge of the punch may not become
horizontal or the grinding wheel may be
chipped during the grinding operation.
After its use, be sure to clean the jig, apply
rust-preventive oil to it, and store it.













































































































