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 Through our use of the highest steel grades, combined with manufacturing 
processes and procedures developed from over 40 years of producing punches and 
dies, our Quality and Value is unbeatable!  We will continue to strive for excellence to 
earn the business of our current and future customers. 

INDEX  PAGE 
DELIVERY 
Work Days 

 UNITIZED, C-Frame Tools Sect.15 3-10 

 PUNCH, DIES:   BASIC /AESI Standard Tolerance 4-5 1-6 

 Retainers—Quill Retainers  & Ejector Components 7 1-6 

 PUNCH, DIES & RETAINERS:   Ball Lock Style 8,9  

 PUNCHES, DIES: Extended range  10,11 1-6 

 DIE SET Components:  2-4 Post, Kick Press,  Springs 16-19 1-10 

Urethane Sheet, Rod, Tube, Etc… : Strippers 20-28 1-5 

Urethane Adhesive, Tape, Bumpers 27 1 
 

 GAGING ARMS 28-29 1-5 

 Roll Form Tooling, Equipment, Accessories 30  

Press Feed Lines, Coilers, Feeders, Straightener, etc.. 31  
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Below is a Die Set used for punching CREDIT CARD 

Let CE Design your next die set.  We can supply  
components for your tool room or produce turn key. 

Below is A Die Set used for Roofing Product - ”BIRD STOPS”  

DIE SET TOP

PUNCH 

SPACER

STRIPPER
PLATE

DIE

DIE SET
BOTTOM

2.00

1.50

1.50

HOLDER

1.00

1.25

BACK STOP

RISER
PARALLELS

.250 DIE LAND 
THEN 2° TAPER

EMBOSSING

VIEW OF DIE

1.000

.500

.500

5.750

3.7501.500

PUNCH POSITION
SHOWN

PUNCH 

BEND LINE
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Estimated Pricing of typical set up  
UN3 C-Frame MultiCage frame excepts 10⅛   $625.00 

UN3H C-Frame MultiCage frame excepts 11¾  $625.00 
DX252816 AirCylinder 6. tons @120psi ⅝stroke $1,325.00 

NP2 Thread Mount Plate $85.00 

ACP1 Air Control Kit  On-Off 3 Way Valve, Foot Palm 
or Solenoid Control.   $400.00 

   

4H1.5K Keyed H 1 1/2 Unit, includes shaped $300.00 

4H1.5 Round Only H1 1/2 Unit, includes round $175.00 

Various C-Frame Units can be installed. Below Examples  

PORTABLE PRESSES available from CE 
Place anywhere shop air is available 

Estimated Price of typical set-up 
 MultiCage Frame  12”W  66lbs.  $925 

DX252816 PowerPunch 12.5Ton @120psi  $2,250 
DX510 Foot Pedal - Actuator Kit  $525 

From Box to 
Press in < 5 

SWAGING  
Tube reduction tools 
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7-1/2"

1-1/4"

1-3/8"

Ø1.562

6-5/16"

Ø.875

2.812

1.625

2.125
2X

2X

Ø.328 THRU
Ø.500    .343

2X

.990

3.897

REAM Ø.250
Ø.234 THRU
2X

.500

.925

ACCURATE 
0504M1 7" PINS
61-SB-087-0175 BUSHINGS

1.090

2X

2X

Ø.390    7/32
Ø.265 THRU
2X

Ø.234 THRU
REAM Ø.250

2X

5/
16

 X
 1

-1
/2

1/4-20 X 3/4
SHCS

SHCS
1/4-20 X

1/4-20 X 1/2
SHCS

1/
4-

20
 X

 1
-1

/2

TOLERANCES UNLESS

OTHERWISE SPECIFIED

+/- 1°
+/- 1/32
+/- .001
+/- .005
+/- .010
+/- 1/32

C.E.TOOLING

10/12/06

Tel.  (702) 736-2958

LAS VEGAS NEVADA

DATE

Fax. (702) 736-3038

DRAWN BY

eng@cetooling.com

MB
FRAC.

.XX

.XXX....

.XXXX....

ANGLES

.X 770CE-S15

R:\S#\S15
CAD-FOLDER

Cust.Part#

770

Etch On Tools:

44549CE Job No.    

Custom
9/15/06

PO6/258/1

Tool Style: 
Order Date:  

Sta. & Type:

Cust PO#  

X

SpacecraftCUSTOMER:  

M

 

CE TOOL 
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Our 
aim for Unitized tooling is to extend customers better value and 
lead times on special shapes, clusters and forming tools.   
We can service all your Unitized tool needs but quite often, 
many components are produced by OEM’s we 

Interchangeable with STRIPPIT®:   CJ-1, CJ-1¼, CJ-1½, CJ-2, CJ-2½ , CJ or AH
-3, CJ-3½ , CJ-5 & 5½, CJ-1 3/8, CJ-1 5/8, AH6 BN-¾, BN-1¼, BN-1¾, BN-2¼, BN-
3, BN-5, BX-¾, BXN-1¼, BXN-1¾, BXN-2¼,BXN-3, BXN-5, C-¾, G-¾   

Interchangeable with  UNIPUNCH:   A-1, A-1¼, A-1½, *A-2, A-2½, A-3½, A-5½, 
A-8, AD-4, *AE, AH-6,  *AJ-2,  AJ-2½, AH-2½, AH-3, AH-3½, AH-6, AX-1, AX-1¼, 
AX-1½, AX-2, OA-6, BX-¾, BX-1, B-1¼, B-1½, BX-1¾, BX-2¼, B-3, B-5, OA-6, G-¾ 
TP-1¼, TP-2 3/8, TP-2, HZ-¾, HZ-1¼, HZ-1½, HZ-2 

Interchangeable with UNITTOOL:   H-1, H-1¼, H-1½, *H-2, H-2½, H3, H-3½, H-
5¾, HA-1, HP-1, HA-1¼, HP-1¼, HA-1½, HP-1½, *HA-2, *HP-2, HP-2½, HH-2½, HH
-3, HH-3½, HH-5½, M-¾, M-1, M-1¼, M-1¾, M-2¼, M-2½, M3, M5, B-5X5, B-3X3 

Interchangeable with PIERCE-ALL   RD-¾, RD-1, RD-1¼, RD-1¾, RD-2¼, RD-
3, RD-5½, HD-1, HD-1¼, HD-1½, HAD-1½, *HD-2, HD-2½, HD-3, HD-3½,    
* Punch & Head=CJ2 style: uses solid bevel headed  punches, rather than retainer clip to hold Head.   

 Dealers/Mfg. Agents: Discount/commission only  available for items CE Mfg.     

C E Tooling & C-Frame Tooling 
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TUBE & PIPE NOTCH 
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COLE ENGINEERED TOOLS 

Pierce, Mandrel & Non Supported 

Self contained two sided non supported (dimples pierced hole) punching in 
round or square tubes.  Each assembly (top and bottom) contains a punch to 
pierce two holes in-line on each side of the tube.  The tubing is supported on 
all sides during piercing.  If only one hole is desired, the bottom punch insert 
is simply removed.  This unit requires upper and lower templates.  Top tem-
plate is attached to ram of press (For ironworkers, we can supply an adapter 
to load into the coupling nut then bolts to the top of the unit.) Bottom tem-
plate is bolted to bed of press.  

 SETUP:  Upper template is secured to the ram (lower remains loose).  A 
tube is placed into the lower assembly and the press is lowered for line up 
adjustment.  Lower template is secured and your ready to punch.  

This self contained C-
Frame Unit utilizes pilot 
pins in the bottom of the 
holder for mounting on 1/2” 
thick Templates with noth-
ing attached to press ram.  
The tubing is supported on 
all sides during punching.  
The unit provides straight 
through holes with on 
punch.  The top hole has 
distortion which varies de-
pending upon the pierce 
size, tube size, wall thick-
ness and material type.  The 
bottom hole is punched into 
the lower die providing 
minimal distortion.   
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7-1/2"

1-1/4"
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6-5/16"

Ø.875
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1.625

2.125
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.500
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ACCURATE 
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1/4-20 X
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TOLERANCES UNLESS

OTHERWISE SPECIFIED

+/- 1°
+/- 1/32
+/- .001
+/- .005
+/- .010
+/- 1/32

C.E.TOOLING

10/12/06

Tel.  (702) 736-2958

LAS VEGAS NEVADA

DATE

Fax. (702) 736-3038

DRAWN BY

eng@cetooling.com

MB
FRAC.

.XX

.XXX....

.XXXX....

ANGLES

.X 770CE-S15

R:\S#\S15
CAD-FOLDER

Cust.Part#

770

Etch On Tools:

44549CE Job No.    

Custom
9/15/06

PO6/258/1

Tool Style: 
Order Date:  

Sta. & Type:

Cust PO#  

X

SpacecraftCUSTOMER:  

Let CE Design your next die set. We can supply compo-
nents for your tool room to complete or produce turn key. 

TUBE & PIPE COUPING 

CUT OFF DIE For 
Square Tube Requites 
1.5” Min. Pres Stroke 
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Type:          SPB                    SP                       SE                                  SPP      
               BLANK         REGULAR           EJECTOR              PILOT 

BASIC PUNCHES :   Die Set Tooling 
DS-SP=AISA Standard Basic Punches 

DS-PP=Precision Grade Punches 
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PL = G = SBR 
   STD MED 

code Dec. Frac W/P  
A .19 3/16   
B .25 1/4   
C .31 5/16   
D .37 3/8   
E .43 7/16 -.187  
F .5 1/2 -.25  
G .56 9/16 -.312 -.187 
H .62 5/8 -.375 -.25 
I .75 3/4  -.312 
J .812 13/16 -.500 -.375 

PL = G = SBR 
   STD MED 

code Dec. Frac W/P  
K .875 7/8   
L .937 15/16 -.625  
M 1.0 1”  -.500 
N 1.062 1 1/16 -.75  
O 1.12 1 ⅛  -.625 
P 1.25 1 ¼ -1.00 -.75 
Q 1.375 1 3/8  -1.00 
R 1.5 1 ½   
S 1.75 1 ¾   
T 2.0 2”   
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PUNCH      Point Size  PL Point Length  

Shank 
Dia. 

Shank 
Code “ L” Overall Length Head Dim. Width Length STD. MED. 

D   1.50 1.75 2.00 2.25 2.50 2.75 3.00 3.50 H T min.W/P max. P Code Letter  

.125 
1/8  12  150  175  200  225  

    
.22  .125  .04 .124    

    .062  

.1562 
5/32  15 150  175   200   225   250  

   
.25   .125   

.04 
.155    

   .062  

.1875 
3/16   18   150  175   200   225   250 275 300 

 
.31       .125    

.04 
.1865     

 .062   

.250  
1/4  25  150 175 200  225 250 275 300  .375  .187  .062   .249    

.3125 
5/16  31  150  175  200   225   250 275 300 

 .437  .187  .093 .3115    
 

.375  
3/8 37  150 175 200 225 250 275 300 350 .50  .187  .125  .374    

.4375  
7/16 43  150 175 200 225 250 275 300 350 .56  .187  .156  .4365    

.500 
1/2  50  150    175   200   225  250  275  300  350  .625  .187 .156 .500   

.5625 
9/16 56  175    200    225   250  275 300 350 .687 .187   .187  .562    

.625 
5/8   

62    175    200    225   250 275 300 350  .75 .187 .250 .624   

.750 
3/4 

75  175  200   225 250 275 300 350  .875 .187  .375    .749   

.875 
7/8 

87   175   200    225   250 275 300 350  1.00  .187  .437 .874    

1.000  
1” 

100    175  200  225 250 275 300 350 1.125 .187  .562 .999   

X2

D/2 +.0005
-.0000

Std.

Alt

X2

D/2 +.0005
-.0000

Std.

Alt

X2

D/2 +.0005
-.0000

Std.

Alt

X2 KEY FLAT 
 
Keying flat par-
allel with major 
axis of shape 
with in .001”   

 

PUNCHES  :  Die Set Tooling 
DS-SP=AISA Standard Basic Punches   DS-PP=Precision Grade Punches 

How to order   
   PUNCHES  

 
Qty 

* P= 
Punch 
D=Die 

Steel 

3=D2 
4=M2 

Tool 
Style 

 
Shape 
Code 

“D” 
Body 
Dia. 

Code 

“L” 
Length 

Code 

P 
Dim. 

W 
Dim. 

Options 
X2=Key Flats Bottom +$6 
XR=Radius Corners +10 
XC=Chamfered Corners+$10 

10 DS* 4 SP O 25 200 .203 .156 X2 
6 DS* 3 SE R 50 250 .25   

24 DS* 4 SPP P 62 112 .375   

Shape Codes: C=Circle or Round  R=Rectangle  O=Obround   D=Single D   F=Flatted 
Round  H=Hexagon, O=Octagon T=Triangle    B=Blank-round P=Pilot-round   

Notes 

 
 

 

PL 
Point 
Length 

SBR  

 
 

 

    B=      C=              O=             R=              L=             F=             H= 
   Blank        Circular        Oblong     Rectangle   Long Life     Double D   Hexagon 
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Quill & Close Spaced PUNCHES  

QP-B 

QP-_ 

CP-_ 

CP-B 

How to order   
   PUNCHES  

 
Qty 

* P= 
Punch 
D=Die 

Steel 

3=D2 
4=M2 

Tool 
Style 

 
Shape 
Code 

“D” 
Body 
Dia. 

Code 

“L” 
Length 

Code 

P 
Dim. 

W 
Dim. 

Options 
X2=Key Flats Bottom +$6 
XR=Radius Corners +10 
XC=Chamfered Corners+$10 

10 DS* 4 SP O 25 200 .203 .156 X2 
6 DS* 3 SE R 50 250 .25   

24 DS* 2 SP P 62 112 .375   

Shape Codes: C=Circle or Round  R=Rectangle  O=Obround   D=Single D   F=Flatted 
Round  H=Hexagon, O=Octagon T=Triangle    B=Blank-round P=Pilot-round   

Notes 

 
 

 

PL 
Point 
Length 

SBR  

 
 

 

PUNCH      Point Size 

Shank 
Dia. 

Shank 
Code “ L” Overall Length 

CP 
Head Dim. Width Length 

B= 
Point 

Length  

D   1.50 1.75 2.00 2.25 2.50 H T min.W/P max. P Code 
Letter 

.0625 06 150 175 200   225  250  .125 .030 .0625 A=.19 

.09375 09 150 175 200 225   250  .156 .050  .0937 B=.25 

.125 12 150 175 200 225   250 .187 .080 .125 

C=.31 

.1562 15 150 175 200 225   250 .218 .110 .1562 

.1875 18 150 175 200   225 250 .250 .140    .1875 

.2188 21  150 175 200    225   250 .281  .170 .2188 

.250  25 150 175 200  225 250 .312 .200 .250 

.125  

PUNCH      

Shank Dia. Shank 
Code “ L” Overall Length 

CP 
Head Dim. 

D   1.50 1.75 2.00 2.25 2.50 H T 

.0625 06 150 175 200   225  250  .125 

.09375 09 150 175 200 225   250  .156 

.125 12 150 175 200 225   250 .187 

.1562 15 150 175 200 225   250 .218 

.1875 18 150 175 200   225 250 .250 

.2188 21  150 175 200    225   250 .281  

.250  25 150 175 200  225 250 .312 

.125 
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Quill Retainers 
QR 

QG QR 

QP 

EJECTORS 
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Custom PUNCH & DIES 

L 

T 

D 
Tool Style  SPB 

+.0003”/.076mm 
+-0 

+.04”/ 1.0mm 
+-0 

+.005”/.13mm 
+.01” /.25mm 

H=D+.08”/2mm 
    +.03/.8mm    
    -.02”/.5mm  

   

R .5” +/- .13” 
13mm +/- 

Tool Style  SP 
H=D+.08”/2mm 
    +.03/.8mm    
    -.02”/.5mm  

D 
+.0003”/.076mm 
+-0 

L 
T 

+.005”/.13mm 
+.01” /.25mm 

+.04”/ 1.0mm 
+-0 

+.0005/.013mm 
+-0 

P 

Lu 
+.1”/2.5mm 
 –0 Qty P  D T  L Lu 

      
      

Part# 
DSP#SP 
DSP#SP 

W 
 
 

X# 
 
 

QTY D T L 
    
    

Part# 
DSP4SPB 
DSP4SPB 

Qty P  D T L H 
      
      

Part# __ 
DSD#__ 

 

W 
 
 

X# 
 
 

F 
 
 

SD   

Headless  
Die 

HD Headed Die     SD  Headless 

SPB  Standard Punch Blank 

SP  Standard Punch 

    B=      C=              O=             R=              L=             F=             H= 
   Blank        Circular        Oblong     Rectangle   Long Life     Double D   Hexagon 

#=3 for D2, 4 for M2  W=width if shape only  Default for T=.125  
H=D+.125 (+.01/-0)  X#= Key Option #=2, 8, 9 

#=steel 3=D2, 4=M2 W for shape only  Default for T=.188  
   X2=Optional Key Flat 

HD 
Headed   

Die  
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SD  Headless            HD Headed           TD Tapered    TH Taper 
               Headless    Headed 

DIE    Offered “ L” Overall Length ID Size Range 

Shank 
Dia.  

Code 

S=DS-SD 
H=DS-HD 
T=DS-TS 
X=DS-TH 

    
Head
-less 
Only 
  

   
Head
-less 
Only 

Round 
Range    

Head 
Dim. 

max.dia. 
Or 1½°
Taper 

Land 
 

Min. 

D   .50 .625 .75 .875 937 1.00 1.125 1.25 1.50 Common P  min.W maxP min.W max.C H R B 
.250 25 S, H, T, H 50 62 75 87 93 100 112 125 150 .064-.135 - -  - .37  .16 

.16  
.3125 31  50 62 75 87 93 100 112 125 150        
.375 37  50 62 75 87 93 100 112 125 150 .064-.195 .048 .195 .048 .285 .50 .23 

.4375 43  50 62 75 87 93 100 112 125 150         

.500 50  50 62 75 87 93 100 112 125 150 .064-.285 .064 .285 .064 .285 .62 .32 

.19  .625 62  50 62 75 87 93 100 112 125 150 .136-.365 .095 .365 .095 .365 .75 .38 
.750 75  50 62 75 87 93 100 112 125 150 .136-.435 .118 .435 .118 .435 .87 .47 
.875 87  50 62 75 87 93 100 112 125 150 .276-.545 .127 .545 .127 .545 1.00 .58 

.25 1.000 100  50 62 75 87 93 100 112 125 150 .356-.675 .158 .675 .158 .675 1.12 .69 

1.250 125  50 62 75 87 93 100 112 125 150 .500-.800 .189 .800 .189 .800 1.37 .82 
1.500 150  50 62 75 87 93 100 112 125 150 .616-1.05 .252 1.050 .252 1.05 1.62 1.07 

.31 

1.750 175 50 62 75 87 93 100 112 125 150 1.0-1.400 .252 1.400 .252 1.400 1.87 

+.05   
Or 

1½° 

2.000 200 50 62 75 87 93 100 112 125 150 1.3-1.600 .252 1.600 .252 1.600 2.12 

2.250 225 50 62 75 87 93 100 112 125 150 1.5-1.800 .252 1.800 .252 1.800 2.37 
2.500 250 50 62 75 87 93 100 112 125 150 1.7-2.000 .252 2.000 .252 2.000 2.62 
2.750 2.75 50 62 75 87 93 100 112 125 150 1.9-2.200 .252 2.200 .252 2.200 2.87 

S, T  

P
Diagonal

+.0005
-.0005

+.0005
-.0005

P
Diagonal

+.0005
-.0005

+.0005
-.0005

P
Diagonal

+.0005
-.0005

+.0005
-.0005

P +.0005
-.0000P +.0005
-.0000P +.0005
-.0000

P +.0005
-.0005

W +.0005
-.0005

P+.0005
-.0005

W +.0005
-.0005

P+.0005
-.0005

W +.0005
-.0005

5
0

HEADLESS HEADED

F D/2
+.0005
-.0000

+.0005
-.0000

X2 X2

X8

.

t.

5
0

HEADLESS HEADED

F D/2
+.0005
-.0000

+.0005
-.0000

X2 X2

X8

.

t.

5
0

HEADLESS HEADED

F D/2
+.0005
-.0000

+.0005
-.0000

X2 X2

X8

.

t.

X2 or X8  
KEY FLATS 

STANDARD X2 or X8 KEY FLATS 
Keyed flat parallel with major axis of shape with in .001”  X2 + $6.00  X8 + $6.00 

Dia. Code 18 25 31 37 43 500 62 75 100 125 150 
F dim. .080 .110 .135 .165 .190 .220 .270 .325 .435 .540 .650 

+.0002
+.0005

+.015
-.000

-.0005
-.0010
Press-in

Lead
D

B

P

D

L

.12

R

+.0002
+.0005

+.015
-.000

-.0005
-.0010
Press-in

Lead
D

B

P

D

L

.12

R

+.0002
+.0005

+.015
-.000

-.0005
-.0010
Press-in

Lead
D

B

P

D

L

.12

R

+.0002
+.0005

+.020
-.000

.010

.020
Fillet

B

P

D

R

H

.18
+.010
-.000

+.000
-.015

L

+.0002
+.0005

+.020
-.000

.010

.020
Fillet

B

P

D

R

H

.18
+.010
-.000

+.000
-.015

L

+.0002
+.0005

+.020
-.000

.010

.020
Fillet

B

P

D

R

H

.18
+.010
-.000

+.000
-.015

L

How To Order     
        DIES    

 
Qty 

* P= 
Punch 
D=Die 

Steel 
3=D2 
4=M2 

Tool 
Style 

 
Shape 
Code 

“D” 
Body 
Dia. 

Code 

“L” 
Length 

Code 

P 
Dim. 

W 
Dim. 

Options 
X2=Key Flats Bottom +$6 
X8=Key Flats Top +$6 
XR=Radius Corners +10 
XC=Chamfered Corners+$10 

10 DS* 4 SD O 25 100 .203 .156 X2 
6 DS* 2 HD C 50 100 .25   

24 DS* 3 TD 
 

R 62 112 .375 .375  

Shape Codes: C=Circle or Round  R=Rectangle  O=Obround   
D=Single D   F=Flatted Round  H=Hexagon, O=Octagon T=Triangle 
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BALL LOCK:  Die Set Tooling   
Quill Retainers           Ejector Components  
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COLE ENGINEERED BALL LOCK:  Retainers 
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Standard insert construction for holes up to 3”   

(C)
Circle

Dia.

1.67

Circle
(C)

Dia.

(C)
Circle

Dia.

1.67

Circle
(C)

Dia.

(C)
Circle

Dia.

1.67

Circle
(C)

Dia.

Die Set Tooling: Extended Range Punches 

Large PERFORATING     NOTCHING                     BLANKING 
2 types of ex-
tended range 

punches 

Standard Steel  
A2 5% Chrome 

59-62Rc 

TYPE TP_

TANG TYPE PUNCHES

* CLOSE SPACING
* REDUCED HOLE DIAMETER
IN THE RETAINER

TYPE TP_

TANG TYPE PUNCHES

* CLOSE SPACING
* REDUCED HOLE DIAMETER
IN THE RETAINER

TYPE TP_

TANG TYPE PUNCHES

* CLOSE SPACING
* REDUCED HOLE DIAMETER
IN THE RETAINER

Type TP__ 

D +.12

L

.188

B

C

D

D

.5 R

+.005
+.015

+.01
+.03

-.0004
-.0011

Press-in Lead

Diameter

+.00 -.03

45

Point to Shank Concentric within .0003 T.I.R.
-

+.09
-.00

Circle 

+.0002
+.0006

SBR

+.0003

D +.12

L

.188

B

C

D

D

.5 R

+.005
+.015

+.01
+.03

-.0004
-.0011

Press-in Lead

Diameter

+.00 -.03

45

Point to Shank Concentric within .0003 T.I.R.
-

+.09
-.00

Circle 

+.0002
+.0006

SBR

+.0003

D +.12

L

.188

B

C

D

D

.5 R

+.005
+.015

+.01
+.03

-.0004
-.0011

Press-in Lead

Diameter

+.00 -.03

45

Point to Shank Concentric within .0003 T.I.R.
-

+.09
-.00

Circle 

+.0002
+.0006

SBR

+.0003

Type: VP_     X, O, S, SP## 

L
B

A
.750

+.0
+.02

+.0001
+.0006

Central Washer

1" Dia

1.5

Alter
to suit

For 5/16-18
Screw

.250 Slot

For .250 Dowel

+.0001
+.0004

D
+.03 -.02

Circle
Diameter

Point to Shank Concentric T.I.R. Within

.25

SBR

C

+.09
+0

RD .0005 Shaped .001" 

-.0003+.0003

L
B

A
.750

+.0
+.02

+.0001
+.0006

Central Washer

1" Dia

1.5

Alter
to suit

For 5/16-18
Screw

.250 Slot

For .250 Dowel

+.0001
+.0004

D
+.03 -.02

Circle
Diameter

Point to Shank Concentric T.I.R. Within

.25

SBR

C

+.09
+0

RD .0005 Shaped .001" 

-.0003+.0003

L
B

A
.750

+.0
+.02

+.0001
+.0006

Central Washer

1" Dia

1.5

Alter
to suit

For 5/16-18
Screw

.250 Slot

For .250 Dowel

+.0001
+.0004

D
+.03 -.02

Circle
Diameter

Point to Shank Concentric T.I.R. Within

.25

SBR

C

+.09
+0

RD .0005 Shaped .001" 

-.0003+.0003

Type: TP_   X, R, O, S, SP## 

TANG TYPE PUNCHES Cat. No.  

Point 
Length 

Shank 
Dia. C Dia. Range 

Point 
Dim. 

Shank 
Code 

Length 
Code 

Dowel 
Loc. 

Nominal 
Length Min. 

B D Min. Max. Min. W D L A L SBR 

S 
1.25  

1.5” 1.0” 1.5” .30 150 

150 

.72 

1.5” .4 “ 
2.0” 1.5” 2.0” .40 200 .97 
2.5” 2.0” 2.5” .50 250 1.22 
3” 2.5” 3.0” .60 300 1.47 

1.5” 1.0” 1.5” .30 150 

175 

.72 

1.75 .65” 
2.0” 1.5” 2.0” .40 200 .97 
2.5” 2.0” 2.5” .50 250 1.22 
3.0” 2.5” 3.0” .60 300 1.47 

S 
1.5 

How to Order Extended Range Punches 
1. Determine the C Diameter.  Select the centerline of the 

shape, then determine the diameter of the circle which will 
encompass the shape.  Ex. C=1.67 

2. Select Product Type and Shape Code 
3. Find Catalog No.   Select shank or body diameter re-

quired by C diameter. (Die/Matrix generally control spac-
ing because they require larger D diameters for a C range than do punches). Select the overall length (and point 
length for punches, S, B, C, or D  Ex: SPR 25-S200  or VPSP16 200-S250                                  

4. Complete the catalog number by adding:                             a.  P & W for Standard Shapes                                                
b.  Other dimensions for Special Shapes                                    c.  For Custom Shapes furnish a detailed print 

 TYPE   Cat. Code SHAPE, SIZES 
Ex:  DS    SPR   25-S200 P.125,  W.200                                TYPE   Cat. Code SHAPE, SIZES 
Ex:  DS  VPSP16   200-S250 A1.500, B.500,  C.100             Ex:    VPC    20-S300       Print No. 
 

PUNCH MATRIX

Product Type

VP

SHAPE CODES
Round

X

Obround Rectangle Special Custom Product Type

O R SP## CS# SH

C
Range P

W

P

W

G

W

P C
Range

PUNCH MATRIX

Product Type

VP

SHAPE CODES
Round

X

Obround Rectangle Special Custom Product Type

O R SP## CS# SH

C
Range P

W

P

W

G

W

P C
Range

PUNCH MATRIX

Product Type

VP

SHAPE CODES
Round

X

Obround Rectangle Special Custom Product Type

O R SP## CS# SH

C
Range P

W

P

W

G

W

P C
Range

HEAD TYPE PUNCHES Cat. No.    
Point 
Length 

Shank 
Dia. C Dia. Range 

Point 
Dim. 

Shank 
Code Overall Length  “L” Min. 

SBR B D Min. Max. Min.W D 2.25” 2.75” 3.00” 3.50” 

S 
1.25  

1.25” .625 1.249 .282 125- 

225  275  300  325  .4  

1.50” .750 1.499 .300 150- 
1.75” 1.000 1.749 .350 175- 
2.00” 1.187 1.999 .400 200- 
2.25” 1.375 2.249 .450 225- 
2.50” 1.625 2.499 .500 250- 

S  
1.5 

1.25” .625 1.249 .282 125-  

250 300 .65  

1.50” .750 1.499 .300 150-  
1.75” 1.000 1.749 .350 175-  
2.00” 1.187 1.999 .400 200-  
2.25” 1.375 2.249 .450 225-  
2.50” 1.625 2.499 .500 250-  

325 

TYPE VP_

HEAD TYPE PUNCHES

* GENERAL PURPOSE
APPLICATIONS

TYPE VP_

HEAD TYPE PUNCHES

* GENERAL PURPOSE
APPLICATIONS

TYPE VP_

HEAD TYPE PUNCHES

* GENERAL PURPOSE
APPLICATIONS

Type VP__ 
__=  
X=Round 
O=Obround 
R=Round 
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COLE ENGINEERED 

W

T

L

A
B
X

C

C

Y
S

D +.0001
+.0003

tap thru

+.005
+.015

+.005
+.015

+.01
-.00

P = .125

Datum Point

W

T

L

A
B
X

C

C

Y
S

D +.0001
+.0003

tap thru

+.005
+.015

+.005
+.015

+.01
-.00

P = .125

Datum Point

W

T

L

A
B
X

C

C

Y
S

D +.0001
+.0003

tap thru

+.005
+.015

+.005
+.015

+.01
-.00

P = .125

Datum Point

Die Sets & Components 
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Kick Press Semi-Steel  
Kick Press Semi-Steel  

Die Sets: Kick Press Semi-Steel  

Two Post Plain Bearing Die Sets 
*A 

PAD RETAINERS  Standard and Reverse Mount  
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COLE ENGINEERED 

Springs & Spring Retainers 

SPRING Retainers 

SPRINGS: Give us your Desired A=Pocket 
ID, C=Free Length, C2=Minimum com-
pressed Length, Duty or lbs force desired. 
We’ll reply with part# & value price.  
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STRIPPER BOLTS -Inch 
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COLE ENGINEERED Springs &  Clamps 
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URETHANE SHEETS 

Precision cast: Thickness dimensions are tightly 

*A 

 



Section 17  Page 25b 

COLE ENGINEERED 

SurStrip™Urethane Cup Strippers  
Stocked in 950A hardness.  Other durometers available with minimum 10 piec-
es.   
To order specify Qty, Part No., and  durometers. 

●  Londer Tool Life: These stripper generate high holding pressure and strip 
the blank cleanly from the punch.  This results in an optimum working 
condition for the punch, and lengthens its effective work life. 
●  Easy to Use:  Simply push stripper onto punch shand (I.D. is slightly 
undersized to grip punch body.)  First stroke of press forces punch tip to pierce 
through stripper bottom.  

*A 
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*A 

URETHANE: Tube Spring & Caps 

Stocked in 950A Durometers.  Other Durometers 
available with 12” or 24” minimum lengths.   
See page 15 & 16 for additional sizes including metric 
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COLE ENGINEERED 
Urethane: Tube - Springs & Caps 

*A 

  

 



COLE ENGINEERED 

Section 17  Page 28 

*A 

URETHANE: Tube / Spring 

METRIC: Tube / Spring 
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COLE ENGINEERED 
Urethane: Solid Rounds 

*A 
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Urethane:Squares & Rectangle 
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COLE ENGINEERED Urethane: Accessories 
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Gage Arms & Tables for   
Brakes, Shears, Die Sets. 

*A 

HIGH STRENGTH, LIGHT WEIGHT ALUMINUM EXTRUSIONS 
Down load Gage Arm Booklet.pdf 

from www.cetooling.com 
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Let CE help with all your  Roll Forming Lines 

SLUG-FREE CUT OFF Dies: for Roll Form Lines 

Roll Form Tooling 

We design and manufacture tools 
to produce the shape per your 
specifications. Produced out of 
4140 or D2 upon request. 4140 is 
an oil hardened tool steel that is 
heat treated to 56 - 58 Rc on the 
Rockwell Hardness Scale. It is a 
versatile and long lasting tooling 
steel. Tolerance are generally +/- 
.001”.  

Wire EDM Service 

New & Used  
Equipment 
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Let CE help with all your  Press & Feed Lines 

Examples of Press Room Layouts 

Self Centering Guide 

Cabinet or 
Adjustable 

Stand 

 

Coil Handling Eq. 

Coil Handling Equipment 
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