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ONE- STEP CORE PINS

—TIP LAPPED - SHAFT DIAMETER (D) SELECTION - SHAFT DIAMETER TOLERANCE=0%; /" —0os TYPE—

D

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

m % Part Number H Part Number a 0.01mm in'(::rements 0.1mm increments .
. max.
Il Shatt diameter-V-A| _ Type SR || R Type Step| Shape [ D [ min. max. min. max. A Vmin. = i
: i 3 i Designationis| 1.5
igzﬁ‘”é“'e"t 1A | Not processed 4| Shaft dla"le,,:r 1A unnegcessary 2 . Only [Step]1D | Only[Step] 1E
‘ —oq1| L—CPD— C ——| tolerance—gg; whentp 5= 100.00 _ |D>A=V designated | designated
Shaft diameter tolerance D 305 1B 5 | L—CPD— racessing is 2.5 L—~2min. D—A o EX%)
V - Atolerance +0.015 G 6 1B P s 3 1A c<P52 |R=DZA| axs =5
1c 6| notregied. | ® tmin. D>V | 1.00 2 2 =229
SKH51 equivalent 5 T 7 1ic| C =2 1200 10.00 |Referto |No and _ and and 2og
Enlarged photograph of tip ;jﬂ;azg::IecranceD o |L—CPH— 1 R | Shaft diameter 1D G 45 the designation 0.1 :\C:_4'0 - 2=<30 &
(® The tip of this product is lapped around the entire periphery. Y ——— 1E B 81 toreran ce 8o ; 5 | 120.00 drawing  |necessary S<;Vge\ﬂ %I\Clcccd\e/ Ii u[s)%i R=0.2
] forA rEETE=T
@® When [Step] 1E, A tolerance is+0.02. 9| L—CPH— 1E B % ;gg Standard
Step type selected from 1A ~ 1E below Shape (Tip shape: V is dimension before tip processing. )
R=0.3 u Select a tp shape from (Not processed) @ Designation of the |P rice |Quotation | Quotation '
0 o the drawings on the right. shape is unnecessary
. o when tip processing
o;‘; - = - — 1" sr:greqmred. l‘ . [PartNumber|—[ L |—[ F |-[ A |—[vwvo)|—[ciove)|—| R(RE) \—\T.p size (K-5-G-Q)| — (KC - WKC---etc.)
T ‘, 2 || Alterations L—CPH—1EC6 — 50.00 F40.00 — A5.00 V3.10 G1.0 HC8.0
T=4_%0 > Lo [& Z L-CPD—1EC6 — 50.00 — F40.00 — A5.00 — V3.10 — RE15 — G1.0 — HC8.0
o0 ’ = Alteration details B= P.441
L = Alterations |Code Spec. 1Code Alterations |Code Spec. 1Code
o ®L=1.0+a © chamfered) DDI: Head thickness change
= A ' ) i & :
¢ Gropr 05=G<V/2 ) . | ke g;gggéggcﬂ%ﬂg els | TC T§—0.1_mm increments  1.5=TC<4
. KC—0.01 = ! (Dimensions L and F remain unchanged.)
R=0.3 R=0.2 Shape 0.1mm increments 4 4—TC=Lmax.—L
/ & a=G 6<45
0 T ) .
14 Two flats cutting About Designation = Relief under the head
-3 5 E*) Bil ‘ N et WKC |pia<wkC<H72 Unitfor Key Flat TRN | (No need for plate chamfering)
1 Cutting
==y
| A Varied width paralll flats cuttin :
T=4 30 == O KAC |D2SKAC<HZ \, NHG [How fo order B P42 —
- oo . KAC KBC— 001 KBC %{;ﬂ&grg gc'r_le/nzments only I ) @ Combination with SKC not available.
0 0 align the key
= flat with the shaft Changes R (normally 0.2 or less) to R0.3~0.5.
L <o ®2=1.0+a o } RKC |c TWO flats (rightangled) |  giameter AR RR | (trength has been improved)  [Desgpafon mefod] RR
2 20<K=60 ETIT mke—o s D:[g (@ Available for [Sep] 1B/1C/1D
R=0.3 ¢ R=02  [Shape] 3 . ! 0.05mm increments (®D—A=1.0 When [SEp]1D, C=0.5
= Ks=45"+3" By ape J >l 1 |ncrements ) possible [< ] Changes the standard angle (Ks=45" ) c
) - a= ZtanK 6 <K = pKe |Three flats cutting o AC AG |AC=1" increments (®)Avaiabl fr Step ] 1C/1D o
© —h D/2=DKC<H/2 = (®)30=AC=60 & Combination with CVC + RR not available =
o5 a . m > DKC | | | DKC—oni & (9 When [ ]1D, C<1.0A+20X1andC <D =
E ; ~ : "6 . CVC£0.02 C dimensﬁm can be designated at 0.01mm increments. "6
. <l < _ < . |SKC Four flats cutting ) 3 45 uin cve 0.50=CVC_§1.00 (®) Available for [Step] 1D 3
T=4_ D—A D/2=SKC<H/2 (2)To designate @ CVC<(D—A)/2
002 ®Lz="5"+1.0+a SKC—001 desig (e ] ~(D—=A)/2 ) (e}
002 P 2 S+0.02 01=s<—-L - arbitrary key & Combination with AC not available.
o m”K AG® £05 S Two flats (angled) cutting | _flat dimensions - T Vor [ Vo
L s )= DA 0.1mm increments ot %\/@ Ka e [DR=KGC<H2 [Unitof designation|0.1mm Yrmin. 8 enlarged. T5 [ 100 080~
- Z e T1:0t @ <K= S 0<AG< 360 © VC=0.01mm 35~4 | 1.00 [ 0.70
_ 10=K=45 KGC AG=1"increments . vC IMBTETIES Séj ;gg 123
2 o
- R=03 € Ciogs 1° increments 20 2 : EBEB @ L=AX50=25 LT
o — (i o Three flats cuttin @ Regarding D=2~3, 4.5 and
Ks=45 im‘ o a=S 6<K . ﬂE@mo KTC |at120° 9 (DX5)>f0r 1A 5, Vmin. is the machining
\ 0 120° 3 KT C—g.m D/2=KTC<H/2 ®D>A=VC limit, and VC cannot be used.
Dj; R a R . Head diameter change \ & gh;gtﬁggrit% (enlargement) RE=0.5mm increments
< V) HC=0.1mm increments D=HC<H RE =
O'Z_Q'<V/2 Il ' ,_Li HC (®) In relation to the diameter tolerance, alteration may create a straight = ®Fto‘Ierance istg"
T=4 %0 0.1mm increments == piece with fitle diameter diference between the head and shaft. — @ Available for 1E
4002 ~ i . Gas vent machining
F+s 2 ®4 >C+1 0+ a T ARSS Head diameter change (precision) B GS + GB=1mm increments () Available when D=2
S ' 1 5 HCC |HCC=0.1mm increments ts | GVC |®2=<65<10 GS 2<GB=30
- g 2o [Emlic + gt D-H05=HCC<H—03 SE=10 6 226230
S = Fle8! Fmin.=F—GB How to order BE" P.442
E= R=03 Bxoq Shape %
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il — |
|
=4 7302 > % .
oo 2 < ®Tolerance A is
° ~ +0.02
L S ® ¢ =R+1.0+a
(®) Refer to the [Shapeldrawing for L tolerance (¥ The £ dimension face and the tip face are lapped. (Calculation of tip gradient 6 BE P.1315)
ord [PartNumber|—[ L |—-[ F |-[ A |-| vV |-[Cc-R]|—|[Tipsize K-S-G-Q)
raer
L—CPH—1A 5 — 58.00 — F40.00 — V4.50

461 L—CPD—1A 5 — 58.00 — F40.00 — V450 462



